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Something New in Bright High Speed Copper Plating 


The Ronal Bright Copper Process ing i Lea Copper-Glo makes it practicable to plate 
prop rl refinish steel and die - castings 
directly with chror without any interme 

buffing operation. It makes it possible 


yu to forget your ni kel worries 
The user of Lea Copper-Glo enjoys numerous advantages as for example: 


OPERATING COST SAVINGS 


© Brilliante ductile deposits @ Reduces tank plating time due to high speed 
operation. (Hull cell bright current density 


e High current density with 100% ‘ 
range 10-60 amp./ft.*) 


efficiency 
Reduces rejects whether followed by bright 
e Exceptional throwing power ‘ 

nickel or otherwise; since it contains no wet- 
e No wetting agents required ting agents 


@ Direct, interrupted or periodic ¢ Reduces brightener costs to a few cents/100 
reverse current gallons of plating solution per day 


THE LEA MANUFACTURING CO 
16 Cherry Avenue, Waterbury 20, Conn. 


LEA MFG. COMPANY OF CANADA, LTD. 


370 Victoria Street, Toronto 2, Canada 








‘STOP 
THE BIGGEST THIEF IN 
AMERICA 
OAKITE GIVES YOU 
A 
a THREE WAYS 
TO FIGHT RUST 


/ 
oo 

Day and night—wherever your steel is stored or handled—RUST, the 

biggest thief in America, is robbing you of production, robbing you of profit. 


Oakite can help you defeat rust these three ways: 


nN 1 By removing rust from raw steel—often eliminating pickling by re- 


moving rust and oil in one operation. 


SY 2 By preventing rust during processing—protecting your steel all the way 
from stamping to shipping. 

re ; , 

‘\ 3 By preventing under-coat rusting of painted products—combining clean- 


ing, paint-conditioning and rust-prevention in one operation. 


FREE For the Oakite Anti-Rust 
Kit that tells about these three big 
ways—plus several other methods 
—to stop RUST in your plant, 
write to Oakite Products, Inc., 20 


Rector St., New York 6, N. Y. 


rai) INDUSTRIAL Cle, 


METHOD 


Technical Service Representatives Located in 
Principal Cities of United States and Canada 
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One of a number of different Tumbling barrels in which sample parts are processed in the new 
Norton barrel-finishing department. 


New Norton Sample Processing Department 


Helps Manufacturers Speed Up Production 


Plan now to take advantage of this new enlarged 
service department. 

If you'd like to find faster methods for deburring 
and forming uniform radii on vitally needed parts 

or if you have special problems in finishing parts 
ranging from tiny needles to castings and forgings 
weighing several pounds send us samples of your 
parts. Tumbling is very likely the answer to your 
problem. And the new Norton sample processing de- 
partment is the ideal set-up for finding just exactly 
what you can accomplish through barrel-finishing. 
Many manufacturers have already realized sub- 
stantial savings and speed-ups in production 
through this service. 

This new Norton department has a variety of 
Tumbling barrels of different types and capacities 
plus auxiliary equipment such as a mechanically 
vibrated screen. Here, Norton production engineers 
determine for you without charge or obligation 

just exactly what tumbling can do for the metal 
parts you send. Detailed recommendations are then 
given so that you can know exactly how to get the 
best results for your particular problem. These 
recommendations include barrel type, size and 
speed, size and amount of ALUNDUM™® Tumbling 
Abrasives to be used, amount of water, type and 
amount of compound or cleaner, time cycles and 
other data. 


Send Samples Now 


For sample processing, we need: representative 
sample parts plus (a) the finished sample to be 
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matched (hand-finished, if necessary) and (b) in- 
formation on your present barrel-finishing equip- 
ment, if any, including type and size of barrel and 
barrel speeds. These should be sent to Norton 
Company, Worcester 6, Massachusetts, attention of 
Sales Engineering Department, Abrasive Division. 
About a week is required for processing the samples 
after they have been received. 

Meanwhile, for further information get the 55- 
page Norton handbook on barrel-finishing. Ask your 
Norton Distributor for Form 501 or write us direct. 


*Trade-Mark Reg. U.S. Pat. Off. 
NORTON COMPANY, Worcester 6, Mass. 
Distributors In All Principal Cities 


Export: Norton Behr-Manning Overseas 
Incorporated, Worcester 6, Mass. 


WNORTON 


ABRASIVES 








Making better products to make 
other products better 
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el he ili 
m = Here's how PR and Wes-X give exceptionally 
_ fel ’ deposts of Sngit epper 


because this equipment controls the pulse of the PR Process*. You see 
by reversing the current periodically and including H-VW-M's Wes-X 
addition agent in the bath, you get a cyanide copper deposit that is 
smoother, brighter with unusual levelling properties. The surface is so 
smooth that preliminary polishing of steel parts and subsequent buffing 
operations can be greatly reduced. PR and Wes-X copper is also being 
used successfully as a substitute base for chrome plating 
And here are some additional advantages with PR and Wes-X: Higher 
current densities are possible, denser metal structure with greater corrosion 
resistance heavier deposits without buildup of trees and nodules, and 
even better anode corrosion due to the periodic change of polarity. Effec- 
tive plating speed is exceptionally high 
PR plating with H-VW-M Wes-X is only one of many results of over 
eighty years of constant electroplating and polishing development—a 
continuing policy summed up in H-VW-M Platemanship your work- 
ing guarantee of the best that industry has to offer—not only in plating 
processes—but in every phase of plating and polishing 


ting Proce » de c f Westinghouse Electric Corp., covered by Potents #2451 
d 22451341. Licer greer ts are available through H-VW-M 


For full information on Wes-X bright copper plating and the PR Process 
Your H-VW-M combination ask for Technical Instruction Bulletin 
of the most modern testing 
and development laboratory 
-of over 80 years experience 
in every phase of platin 9 and 


HANSON-VAN WINKLE- —_— CO., MATAWAN, N. J 
PLANTS AT MATAWAN, N * ANDERSON, INDIAN 
FFICES. ANDERSON ¢ BOSTON ° 
N * DETROIT * GRAND RAPIDS * MATAWAN 
HAVEN © NEW YORK © PHILADELPHIA 


ply line for every need ROCHESTER © SPRINGFIELD (MASS.} © STRATFORD (CONN 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES EQUIPMENT + SUPPLIES 
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He's Trained to Give Away 
Our Greatest Asset 


Yours for the asking are all the benefits 

of the highly specialized knowledge of your Egyptian 
Industrial Finishes Technician. 

The Know-How gained from thousands upon 

thousands of finishing problems, all successfully solved 
by Egyptian Laboratory ingenuity, uniquely equips 

the Egyptian Organization to be your finishing consultant. 
Whether your problem is to develop a coating 

to add life and durability to your product ...one to 
perk-up sales appeal...a system to speed production 

or an exacting formula to meet defense work specifications 
... you'll find the quick, the easy, the efficient way 

is to call on Egyptian Finishing Know-How. 





[INDUSTRIAL FINISHES | 


The EGYPTIAN LACQUER MANUFACTURING CO. 


Box 444, Newark 1, New Jersey 
Plants: South Kearny, N. J. @ Lafayette, Ind. 
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BLAKESLEE degreasers 


use less solvent. 


Ww ECONOMY is the key to Blakeslee 
S 


olvent Vapor Degreasers. Comparison 
proves that through patented construc- 
~2 f tion and operational features you save 
more on solvent— gives you lower 
production COSTS ‘Use less solvent 


to clean parts of any size or shape.” 


Write today for 


full information 


BLACOSOLY tr 


highest stabilized 
degreasing 
solvent 1844 So. 52nd Ave. 
CHICAGO 50, ILL. 


NIAGARA-METAL PARTS 
WASHERS—built 


conveyor CANADA to fit your 


models G.$. BLAKESLEE & CO.,LTD. 
18 Cranfield Rd. 
TORONTO 13, ONTARIO 


PRODUCTS FINISHING December, 1952 





tasateoc VERTICAL-LIFT FULL AUTOMATIC 


Floor Area, Only 74’ x 13’ 
Another production-boosting, profit-making installation by Lasalco: 


e Now used for anodizing, the above equipment can be easily arranged for 


plating by a simple, quick and inexpensive conversion. 
* Driving power for the entire machine is hydraulic. The elimination of speed 
reducers and all excessive mechanism results in much lower maintenance cost. 


*Only two operators, to load and unload, can maintain maximum production. 


o 
In plating work using several acid dip tanks, or in anodizing work requiring 
1to permit either 


two or more dye tanks, selective operation is easily arranged 
the use or bypass:ng of one or more tanks. 


From all available information this machine is the fastest 
producer ever installed in so small a floor space—74 x 15’. 
If you want to expand production and reduce operating and 
unit costs, Lasalco engineers will be happy to give you com- 
plete details and discuss your problems without obligation. 


Racks shown in illustration ss ae 
ave 24” long, 4” wide, 3” thick W ule oday 


LASALCO, INC. 


Tel. GRand 2990 ST. LOUIS 4, MISSOURI 


2818-36 LASALLE STREET 
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deep hardened and — 


on steel 


BURNISHING MATERIALS 
for superior barrel finishing of 
Military and Civilian parts and products 


Abbott barrel finishing experts are ready to help 
you solve your burnishing problems with five 
scientifically designed shapes which make effective 
contact on parts, stampings and castings of every 


size and shape. 


Write for details. THE ABBOTT BALL COMPANY 


No obligation. 1064 NEW BRITAIN AVE. 
Hartford 10, Conn. U.S.A, 
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...and get NEW ANODES 





from YOUR NICKEL SCRAP 





Since this advertisement first appeared in 1950, 
we've re-converted many, many thousands of 
pounds of nickel scrap into. good oval anodes. 
This service of Wagner Brothers has enabled 
many shortage-ridden platers all over the coun- 
try to keep going on the ends, swords and stubs 
salvaged from their scrap bins. If you have any 
such ‘worthless’ electrolytic nickel on your 
hands, why not send for a quotation. If may be 
just what you need—a reliable source for low- 
cost nickel. We'll cast your own metal, drill and 
tap for hooks and ship to you ready for use, 
all within a matter of days. The cost of this 


Pig 8 May oy NR gg pg ay 


{ 


hy 


We have electrolytic nickel anode scrap for re-conversion. 


Stubs, average length = inches 


Weight (less hooks) pounds 


Swords, average length = inches 
Weight (less hooks) a 


Shipment can be handled in 


(Strapped bundles 
[J Drums 


C) By Rail 
(J By Truck 


service is trifling and you get full use of the pure 
metal you paid for originally. Our process is 
under strict metallurgical controls, your assurance 
of maintenance of the original purity. 

The volume we handle necessitates a standard 
ordering and shipping procedure. Please fill out 
coupon or write; we'll send directions and queta- 
tions on any quantity. 


NAME 
TITLE 
COMPANY 
ADDRESS 


CITY 





Are you SURE you're 
USING THE MOST 


EFFICIENT FINISH? 


If your production involves 
finishing zinc, cadmium, 
aluminum or cuprous metals, 
you owe it to yourself...and 
your customers...to investigate 


IRIDITE) 





for on any of these metals Iridite gives you a high performance finish at 
a low cost from a simple chemical dip 

IF YOU WANT HIGH CORROSION RESISTANCE... you'll find an Iridite 
that will meet any military or civilian specifications for chromate 
finishing. 

IF PAINT ADHERENCE IS IMPORTANT... you'll find Iridite prevents 
underfilm corrosion and soap formation. 


“OR, FOR BRIGHT, DECORATIVE FINISHES— 


investigate zinc plate and Iridite (Bright) for a chrome-like 
decorative finish with more corrosion protection than conven- 
tional chrome plating . . . or Iridite (Metcote) as a treatment for 
copper that eliminates the need for buffing in the copper-chrome 
system; produces a sparkling bright finish! 


Atiieo Researcu Prooucts 


INCORPORATED 


4004.06 §£} MONUMENT STREET © BALTIMORE 5 MD 
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1000 PARTS PER HOUR 
in Space 16’ x 40’ 


OPERATIONS: 

1—Washing 

2—Rinsing 

3—Hot Air Blowoftf 
& Dry 





4—Paint Spray 


5—Paint Bake 








Finished Product 


Emerging from Oven 






























INSTANT 
RESPONSE 


No Warm-up Time 
No Shut-off Lag 
Fastest Baking 

Method 


MOST 


TS UNIFORM HEAT 


% Tad : Ba 

o ae : j 3 
Sys. RY Oe \ | DISTRIBUTION 
\ anal +s ' » ae 4 venray Reflectors 
— . at \ { , Prevent Streaks, 


ABOVE — Casco Products, Inc., Bridgeport, Conn., reports Hot or Cold Spots 
reduced —— cost with Fostoria Infra-red. Drying is 


accelerated and uniform with improved quality of finish 
over other methods. Various sections of the oven are 
controlled separately. Ceiling suspension saves floor space. 
ao | ‘ TO THE LEFT — Athens 

| Stove Co., Athens, Tenn., 
a8 uses Fostoria Infra-red for 
i] drying porcelain enamel be- 
fore firing. They report (1) 
4 times faster than other 
methods, 30 to 60 seconds 
drying time, (2) one-fourth 
less floor space, (3) cleaner, 
no combustion residue on 
work, (4) less maintenance, 
(5) thorough drying — no 
rejects. 


THE FOSTORIA , 
Oldest 





LOWEST 
FLEXIBILITY SPACE ENERGY LOSS 


CONTROLLED 
; ; Most Production for Gold Plated Oven 
Infinitely Variable Oven Size Walls Give 98% 
Output from 0 May Be Ceiling Efficient 
to 100% Mounted Reflection 


LOWEST FOREMOST 
SAFEST “PER UNIT” ENGINEERING 


CLEANEST, FINEST — “KNOW-HOW” 
QUALITY BAKING ) pa 


Outperforms LOWEST FIELD SERVICE 
Any Oven of MAINTENANCE _ ORGANIZATION 
Any Type COST 


SEND FOR COMPLETE 


FACTS— Write for this <hh-¢ 
brochure of technical } 
facts on Infra-red with | 
case histories of many 

installations. Tell us 

about your particular 


problem and we will in- 
Oven? 


clude data directly appli- 
cable to your operations. 





.| PRESSED STEEL CORPORATION, Fostoria, Ohio 
[and Largest Manufacturer of Industrial Infra-red Ovens 








For Auld Lang Spne 
To our many friends- 


old and new 
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FINISHING SYSTEMS 


These photographs of SCHMIEG finishing 
equipment recently installed in the ultra- 
modern plant of a large manufacturer of 
kitchen equipment and other metal specialty 
items. 


Above is SCHMIEG air supply equipment 
located in the building penthouse. During 
operation, doors in equipment enclosure are 
closed. Stack and fan is one of five stacks 
from spray booths on the floor below. 


SCHMIEG Uni-Flow prime spray booth looking 
into booth from operator's side. Door in fore- 


ground is closed during operation of the booth. 


ck the Engineers... 


Why SCHMIEG Finishing Systems give best performance 
per dollar invested. 

It’s no secret that design experience and engineering skill 
have put SCHMIEG out in front, where careful planning 
and reasons of economy are most necessary for specific 
plant installations. 

SCHMIEG Uni-Flow SPRAY BOOTHS offer important 
advantages in space saving and operating economy. 

SCHMIEG Industrial OVENS are recommended by 
engineers who know, for hundreds of uses that save dollars 
in plant operations. 

So also the SCHMEIG mesh-belt, conveyor type WASH- 
ERS, and the automatic circular types which tim 
rotate parts through wash, rinse and blow-off steps—operated 
by a single worker. 

For the very best aids to efficient, money-saving industrial 
operations, ask the engineers who know*—about SCHMIEG. 
Then call in our engineers to design units ideally suited to 
your specific needs. 

SCHMIEG Centri-Merge dust and fume elimination units 
have been acclaimed as the best solution to the problem of 
removing dust and fumes, in amy industrial application. 

*Write for folder giving 


~ partial list of users. 


Le 
om 


tedVay.’ 


Entrance end of rust- 
proofing machine. Exit 
end of prime and finish 
ovens. Note pusher con- 
veyors to convey work 
through ovens. 


External view of Dry-off 
oven. Direct fired heating 
equipment and circulating 
fans are located in offset 
section of oven. All con- 
trols are in panel in fore- 
ground. 











D\ Tips on DUST ELIMINATION 








FOR EASY 
MAINTENANCE 
AND 

LOW COST 


Specity a ic + — 


WET-DUST 
ARRESTOR 


. such as the “Buffalo” Type “DC” Static Air Washer shown in the sectional 
































views above. First, it operates at low resistance, doing a thorough air cleaning 
job by passing air through three main banks of sprays, a set of scrubber plates 
and a set of eliminator plates. Second, the dust collects in the hopper at bottom 
for easy removal. Third, since plates are under constant spray, 

regular cleaning maintenance is simple and odors are halted. 

The arrangement shown above is for dust loadings up to eight 

grains per cubic foot, though units for heavier loadings may 

be had. “Buffalo” builds a complete line of dust handling 

equipment to solve each problem most efficiently. Write today 

for Bulletin 3181-B. 2% 


BUFFALO FORGE COMPANY 


190 Mortimer St. BUFFALO, NEW YORK 
PUBLISHERS OF "FAN ENGINEERING” HANDBOOK 
Canadian Blower & Forge Co., Ltd., Kitchener, Ont. 

Sales Representatives in all Principal Cities 


FORCED DRAFT |PRESSURE BLOWING HEATING faelel alte) 
VENTILATING AIR CLEANING AIR TEMPERING INDUCED DRAFT EXHAUSTING 
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International Register Chooses 


Udylite ... lowers costs... 
plates fuse assemblies better! 


International Register of Chicage chose Further proof of the effectiveness of 

Udylite equipment to provide a tough, Udylite processes and equipment is found 

durable finish for vital fuse parts in the fact that five other companies 
, , have ordered the sam ‘quipment t 

With Udylite equipment they're sure = pe 

that finished fu i mbli itain t meet their requirements for similar jobs 
‘ Ssne se assembiles COnNLAL 1 

rack marks or shadows. A speci il lift Idylite equipment can give your products 


which is part of the Udylite rack con the same uniform results. Call your 





vevor, raises rac ks cle ir Oo the } | ly Udvlite re} resentative tod iy ind let 
solution so they may be easily turned him show you Udylite short cuts to 
better plating or write The Udylite 


Corporation, Detroit 11, Michigan 


THE | 
7 Ba | y Gil@ recur 


lele) ite) 7 Wile). 


DETROIT 11, MICHIGAN 
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You can count on something extra 


When you get pickling equipment 
made of Monel®, you really get the 
works. 


Here’s what you can count on: 


1. Excellent resistance to most 


acids. 

. High strength, which permits 
lighter fixtures. 

- Good weldability and work- 
ability 
any required design. 


which makes _ possible 


INTERNATIONAL NICKEL 


AINCON 


'ee08 wate 


THE 


67 Wall Street, New York 5, N.Y. 
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4. Long service life — and wrought 
Monel equipment can be repair- 
ed for additional service life. 

Of course, Monel is on extended 
delivery right now because so much 
is needed for defense. So order well 
in advance and be sure to give your 
fabricator your NPA rating and 
complete end-use information, as 
required by the NPA. 

For an informative booklet, write 

today for your free copy of “Where 

Monel Pays Its Way in Pickling.” 


COMPANY, INC. 


\ife 
oie 
Sqr capacity 


extra safety 


PICKLING 
EQUIPMENT 
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A FEW OF THE MANY 


FORMAX 


PRODUCTS 





STYLE C-20 


CONTACT WHEELS 
and F-26 Belt Lubricant 


A C-20 flexible Contact Wheel will 
form itself to the shape of the work 
and permit the abrasive felt t 


waning napa ae ZIPPO BUFFS 


e Beit ricant will t 





e belt life by preventing load These famous long-wearing buffs run 
ing and glazing. Produces finer cool un g conditions. Con 
ther and brighter irface structed of high unt bia it cloth or 
through lubrication sisal mounted on safe steel centers 
Available in a wide range of densities 


and center diameter 














Gigirrsctanistis 
FORMAX 
sett. Sit 386 


BBSTTOTT ile hte 
| me 
a 





A complete line of buffing compounds in bar form as well as in liquid form for brush or spray 
application. Also Flex-A-Giu polishing wheel cements 


Our Laboratory and Sales Engineering staff would welcome the opportunity to be of help in solving 


your finishing problems Send for descriptive literature 


“THE FOUR McALEERS- 


MANUFACTURED IN CANADA BY JOHN GALLOWAY LTD., KITCHENER, ONT. 
December, 1952 PRODUCTS FINISHING 21 
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for longer life cleaning 


anhydrous, silicated, heavy-duty 

el cleaner of medium alkalinity. 

s formulated to give maximum 

ith extraordinarily heavy soil 

contains no soaps... is free 

d produces no undesirable 

and rinse tank solutions. 

HS al n of the oil and removal 
of suc detergent environment 
flow principle is used. 

HS is commended wherever 
pro ications demand large 
amounts of from in-process parts. 


omplete information. 


ompt shipments from 


ent warehouse stocks. 


AL COMPANY 
LEANER DEPARTMENT 
7016 Euclid Avenue 
Cleveland 3, Ohio 
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‘orrosion Proofin 
Grumman War 
Planes 


By FRANK L. BONEM 


Metals making up the Navy planes receive a conversion coat- 
ing and are painted, or plated. How Grumman meets Navy 
specifications on its planes, in particular the FOF Panther, is 


Over 600 m.p.h.! That 

is the speed of the Navy 

F9F, first of the jet 

fighters to be used in 

combat by the Navy and 

Marines. Flown from carriers and land 


bases in the Far East, it has already 


accounted for MIG-15 North 
Korean fighters. 

At the sonic and super-sonic speeds 
of this plane, forces which act upon 
the surface, and therefore the finish, 
are greatly accentuated. Compressi- 
bility, which at low speeds is no prob- 


many 


related in this article. 


lem, is felt as a “shock” wave at the 
speed of sound since the plane outruns 
its advance pressure wave. As a result, 
leading edges of wings, stabilizers, and 
the fuselage smash into static air, the 
air in turn exerting a force on these 
points of the plane. When it is taken 
into consideration that the magnitude 
of these forces, in pounds, is propor- 
tional to the square of the velocity, 
in f.p.m., a rough estimate of the im- 
pact forces may be realized 

Other forces affecting the finish are 
dust abrasion, caused by solid particles 


Ofticial United States Navy photograph 








Official United States Navy photograph 


of industrial waste products, coral o1 
other dusts, and air friction which, at 
high speeds, raises the temperature of 
the metal to such 
danger the paint finish. 

Corrosion is probably the most det- 
rimental force acting on the finish of 


heights as to en- 


Navy planes. Due to the very slim fac- 
tor of safety, the deterioration of the 
finish and the metal underneath is of 
utmost significance. ! 

Naval aircraft, by the very nature 


of their missions, are close to the 
ocean. Therefore, salt spray and high 
relative humidity are ever present, and 
their corrosive effects must be mini- 
mized by proper surface finishes. 
Other corrosion hazards for the car- 
rier or land-based jets are gases eman- 
ating from the ship’s stacks or from 
exhausts of other planes closely crowd- 
ed on the flight voleanic ash 
which contains many corrosive chem- 
icals?; the coral landing strips which 
are regularly wetted down with salt 
water: and factory wastes in the at- 
mosphere above industrial cities. 


deck; 


‘ For a complete discussion of corrosion on 
naval planes, see Prevention of Corrosion on 
Naval Aircraft; ‘‘Corrosion’’—National Asso 
ciation of Corrosion Engineers; Oct. and Nov 


1951 


Iwo Jima has been stated to be the mos 
notorious of the islands in this respect 
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condi- 


rigid 


To withstand these 
tions, Navy 
and provide: 
1. Aluminum Alloys: Anodize (AN- 
QQ-A696) or chemical treatment 
(MIL-C-5541) except as follows: 
Seaplane exteriors must be an- 
odized. 5 per cent chromic 
permitted on 2S, 3 S, 52S, 

and Clad®. 


severe 


Specifications are 


acid 
61S, 


Magnesium Alloys: One of treat- 
ments described in Specification 
MIL-M-3171 

Corrosion and Heat Resistant Al- 
loys: 
contact. 

Other Steel: Normally use Cad- 
mium Plate (QQ-P-416) or Zinc 
Plate (AN-P-32). 

For paint protective systems differ- 
ent numbers of coats of zinc chromate 
primer MIL-P-6889, Lacquer AN-L-29, 
or MIL-L-6805, Enamel or Varnish 
MIL-E-5556, MIL-V-6894, and Coating 
Permanent Resin MIL-R-3043 are spe- 
cified for various interior and exterior 
surfaces, 


None except for dissimilar 


Anodizing 

At each of the Grumman 
plants on Long Island, New York, a 
separate department is set 


several 


aside for 


From MIL-S-500: 
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producing conversion coatings, for 
plating, and for painting. Conversion 
coatings were originally achieved ex- 
clusively by anodizing in chromic acid, 
four separate installations being em- 
ployed. 

With the broadening of Navy Spe- 
cifications to include chemical conver- 
sion coatings for many of the surfaces 
of the airplane, the process engineer- 
ing department tested ‘‘Alodine’’4 in 
the laboratory, then in a pilot plant 
installation, and carried the investiga- 
tion to a fruitful conclusion by install- 
ing the dip process for regular produc- 
tion to handle large parts. 

Very recently, a spray installation 
has been put into operation for proc- 
essing parts that could be conveyor- 
ized, and a second dip installation has 
been made for processing assembled 
wing sections. 

The pilot plant, having served its 
initial purpose, has been moved from 
the laboratory to the production floor 
and is used for parts that are too 
small to be handled on a conveyor. 

As may be seen from Fig. 1, this in- 
stallation consists of five 60-gallon 


* Reg. Trademark, American Chemical Paint 
Company. 
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Fig. 1—The pilot plant 

setup, moved to the 

production floor for 

Alodizing small parts 
in baskets 


travel- 
hoist, 


tanks, a 
ing hand 
and two stainless 
steel drums 
which are sus- 
pended from the 
hoist and can be 
turned on. their 
axis by the op- 
erator even when 


immersed in the solutions. 
Processing steps and solutions used 


are as follows: 

1. Clean with ‘‘Ridoline”’ 
2 per cent ‘“‘Ridosol.” 
tinse in water. 
Form conversion coating in ‘“Alo- 
dine,” held at a temperature of 
110 deg. F. 
Rinse in water. 
Acidic rinse in ‘‘Deoxylyte,” held 
at a pH of 2.7. 

6. Air dry. 

The major dipping installation, used 
for processing fuselage, wing, and tail 
assemblies (see Fig. 2), consists of six 
tanks. Following are the steps taken 
in their process and the solutions used: 

1. Clean in “Ridoline” alkali clean- 

er (3-4 oz./gal.) at 160 deg. F. for 
2-3 minutes. This solution is air- 
agitated for improved circulation 
and more effective cleaning. 
Instantaneous rinse in water at 
room temperature. 
(a) Rinse with water spray as 
parts emerge from tank. 
This rinse washes off all 
remaining traces of alkali 


3192, plus 


Reg. Trademark, American Chemical Paint 
Company 


December, 1952 


antes 








and contamination that 
may have been picked up 
as the parts emerged from 
the tank. Nozzles for this 
spray are located in the 
frame from which the 
parts are hung and may be 
clearly seen in Fig. 2. 
Alodize in ‘‘Alodine”’ at 110 deg. 
FE’. for 114 to 2 minutes. The solu- 
tion is made up of ‘‘Alodine’”’ No. 
2 at a concentration of 18 lb./gal. 
and 10 per cent (by volume) of 
liquid ‘“‘Alodine”’ No. 100. 
Instantaneous water 
room temperature. 
Dip in “‘Deoxylyte” at 100 deg. F. 
for 15 seconds. This bath is held 
at a pH of 2-3 and has a concen- 
tration of 1/20-1, of 1 per cent 
by volume. Its purpose is to neu- 
tralize traces of alkali salts and 
the slightly 


rinse at 


leave surface in a 


acid condition. 
6. Dry for 15 minutes in steam heat- 


ed air. 

All tanks are of the same “L”’ shape 
and have the same dimensions, 24 feet 
long by 3 feet wide with a 3 by 6-foot 
leg. These dimensions provide 90 square 


feet of surface area, and with a depth 
of 6 feet, about 56 gal./inch. The tanks 
are made of mild steel: aluminum 
painted on the outside. The ‘‘Alodine’”’ 
tank has an exhaust duct along the 
upper edge through which all fumes 
are withdrawn, and is lined with Koro- 
seal to resist corrosion. 

Water rinse tanks are installed at 
slightly different elevations and have 
overflow weirs. Drainage flows from 
the weir of the last rinse tank back to 
the first and then to the sewer, there- 
by reusing, and saving a considerable 
amount of water. 

Temperatures are controlled auto- 
matically through a Brown recording 
and controlling instrument. Cycle 
time is controlled by the hoist opera- 
tor with a timer on the hoist switch. 

Racks, from which the parts 
hung, have lugs which fit the edges of 
the tanks. They are moved through the 
processing cycle by an overhead elec- 
tric hoist running on two I-beams. A 
small basket, similar to the ones used 
in the pilot plant installation, is sus- 
pended from the rack for treating 
small parts, thus utilizing all available 
space on the rack. 


are 


Fig. 2—A view of Dip-Alodizing installation used for processing fuselage and wing assemblies 


Note how L-shaped tanks are installed in pairs (foreground) 


arr 


ie mn 


wee a RB ii 





Fig. 4 — The central 
part of the spray in 
stallation showing 
the rinse stage in the 
corner; the ‘'Alodine 
stage; and the water 
rinse stage (right 
foreground) 


Those parts 
that can conven- 
iently be sus- 
pended from an 
overhead mono- 
rail conveyor are 
Alodized in a 
spray installa- 
tion. Figures 3 
and 4 show re- 
spectively the en- 
trance and micd- 


dle section of 





Fig. 3—The Spray-‘'Alodine”’ installation. The entrance of the U-shaped setup is at the left, 
the ‘‘Alodine’’ stage at the right 
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the installation at Grumman. 


The rectangular tunnel, located above 
the solution tanks, has a subway grat- 
ing as a floor, thus making drainage to 
the recirculation tanks extremely sim- 
ple. Walls and ceiling are made of mild 


steel ‘‘Alodine”’ stage 
where stainless steel is used. 
The stages and operating conditions 
of this installation are: 
1. Preclean with ‘‘Ridoline’’ No. 46 
at a temperature of 180-212 deg. 
FE. for 34 seconds. 
Rinse in water at room tempera- 
ture for 27 seconds. 
Alodize with ‘‘Alodine”’ at 110 
deg. F. for 30 to 40 seconds. 
tinse in clear water at room tem- 
perature for 12 seconds. 
Acidulated rinse with ‘‘Deoxy- 
lyte’”’ (a phosphate-chromic acid 
neutralizing agent) at 160-180 


except in the 


deg. F. for 12 seconds. 

6. Dry in steam-heated, hot air oven 

for 58 seconds 

Solutions recirculated from 
tanks which, as mentioned previously, 
are located under the installation. Cen- 
trifugal pumps are employed to recir- 
culate the solutions through spray 
pipes which have Vee Jet G. G. No. 10, 

,-inch nozzles. The spray forms a flat 
67-degree cone under full 
Heat is supplied to the hot solutions 
through stainless steel Platecoils, the 
“Alodine”’ tank having two and the 
“Deoxylyte” tank having one. Other 
installation details are given in Table 
k. 

The overhead Link-Belt monorail 
conveyor has a 3-inch pitch standard 
No. 348 chain which travels at a speed 
of approximately 30 f.p.m. Trolleys 
are at 2-foot centers and carrying rods 


are 


pressure. 


5—A view of the anodizing installation with a rack of ware ready to be lowered into the 


chromic acid tank 


a 
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Sealing tank may be seen in center, hot air dryer at ‘ight 
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Table I 





Tank 
Capacity 
(gallons) 


Capaci 
(g.p-h 


Pump 


Number 
of Spray 
Nozzles 


Spray Pressure 
at Nozzles 
(p.s.i.) 


ty 
) 





2800 
1500 
1500 
785 
785 


1250 
950 
425 
155 
155 





20 
20 
10 
40 
40 


286 
154 
425 
154 
154 








at 9-inch centers. Parts are loaded on 
it just prior to its entrance into the 
precleaning stage, and unloaded a few 
feet from the dryer exit. 

Solutions in both the spray and dip 
installation are kept up to standard 
by daily titration and testing of pH. 
Further, standard salt spray tests are 
made to ensure meeting Navy speci- 
fications. 

Leading edging of wings, stabilizers, 
and fins are prepared for painting by 
hand application of ‘‘Alodine,”’ this so- 
lution differing somewhat from that 
used for either the dip or spray proc- 
ess 


Fig 


Anodizing 

Anodizing is a must for seaplane ex- 
teriors, thus differing from the carrier- 
based Panthers on which chemical 
coatings (MIL-C-5541), as previously 
described, are specified. 

At Grumman, anodizing is carried 
out by the chromic acid process in three 
tanks (see Fig. 5). The anodizing cycle 
is as follows: 

1. Immerse in a 7.5 to 10 per cent 
(by weight) chromic acid solu- 
tion for 38 minutes at a current 
density of 1 to 3 amp./sq. ft. and 
40 volts. 

. Seal in hot water maintained 


at 


6—Cross-section of Grumman’s water-washed spray booth in which large seaplanes, 


three fighter planes with wings folded, can be painted at one time 


ton 
- 71 —) 
Hh INPUT UNIT 





EXHAUST UNIT 

















— 


—— 








LIGHTS 





. 2 Y acme 





VARIABLE 
TEMPERATURE 
HEATER 


AIR 
— FLOW 





























"Sienna 


SECTIONS =< 
NO ge 








WATER CURTAIN _- 
<> 








© ca 











30 PRODUCTS FINISHING 


, RE 
EQUIPMENT PITS — 


December, 1952 











about 180 deg. F. for 10 to 15 
minutes. 

Dry in a hot air tank. A conven- 
tional fan blows steam-heated ait 
through this tank. 

The lead-lined anodizing tank has 
an exhaust duct running along the up- 
per edge to exhaust all fumes. 

For greater economy in chromic acid 
consumption a Permutit Ion Exchang- 
er is used for one of the anodizing 
installations. The chromic acid is con- 
stantly circulated through the ex- 
changer which removes the aluminum 
and thereby lowers the pH. 

One particularly difficult feature of 
the Alumilite Hardcoat process is the 
absolute necessity for keeping the elec- 
trolyte cooled down to 50 deg. F. and 
sometimes at 25 deg. F. for long peri- 
ods of time. It has been demonstrated 
that water as a cooling medium in or- 
dinary lead coils is unsatisfactory. Due 
to the high current density require- 


ments of the process, both water and 


Fig. 7—One of the many paint installations 
throughout the Grumman plants 


installed by Wing Sales and Service, 
Smali parts are painted in the paint booths shown; fuel wing- 


brine would be most impractical. Freon 
No. 12 is expanded directly into expan- 
sion coils in the anodic tank for con- 
trolling the necessarily low tempera- 
tures in this high current density Alu- 
milite Hardcoat process. As a result 
of these factors, an oxide coating 
thickness of 0.002 inch instead of 0.0002 
inch can be obtained. 

Calculations of heat transfer, water 
temperatures, and Btu input showed 
that the square footage of lead coil 
cooling area required would leave little 
tank space for anodizing. 

As a matter of fact, these calcula- 
tions showed that lead coils would 
weigh about 2700 pounds. They would 
have to contain 480 lineal feet of lead 
pipe, and would have to be fabricated 
in five sections, with separate inlets 
and outlets hooked into lead pipe man- 
ifolds. 

Two identical Cupralum lead-clad 
copper coils were designed, each con- 
taining 90 lineal feet of 1%,-inch O.D. 


located 


tip tanks may be seen after receiving their final coating. Particular attention is paid to spray 
booth lighting 
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copper tubing with a ,;-inch lead clad- 
ding. The design provided for suspend- 
ing the coils by means of three lead 
clad steel hangers on either side of the 
tank containing the electrolyte. The 
overall measurement of each coil was 
2 feet high by 71% feet long. Because 
of the relatively small footage, they 
were of the simple return bend type, 
and projected into the tank 31% inches. 
As a result, practically the entire area 
of the tank was available for process. 

The total of 180 feet of Cupralum 
coil exceeded the mathematical 
calculation of square feet of cooling 
area required. Beyond that, it was de- 
to provide an oversized com- 
with a constant capacity of 
15 tons of refrigeration, together with 
oversized lines and valves, rather than 
the 10-ton unit indicated. This com- 


used 


cided 
pressor, 





pressor was installed on a chassis 
which would make it possible to step 
up refrigeration output to as much as 
20 tons if necessary. 

Freon 12 was selected as the coolant, 
but if still lower temperatures proved 
necessary, provision was made to use 
Freon 22, and thus make available an 
improvement in cooling temperatures 
of as much as 30 per cent additional. 
These procedures resulted in an ex- 
tremely flexible cooling installation. 

Aluminum is now anodized with 
coatings that require carefully con- 
trolled temperature levels. The Cupra- 
lum coils have maintained constant 
temperatures ranging from 50 deg. F. 
down to 25 deg. F., and have done so 


with ease. Furthermore, it has not 


been found necessary to use the over- 
sized capacity of the 


compressor or 


Fig. 8—A view of the plating department showing the line of still tanks for cleaning and plating 
Note grating floor—a safety and appearance feature. 
(Photos courtesy Grumman Aircraft Engineering Company) 
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A good buffed finish is the absence of fine 

abrasive lines. To achieve a bright line free 

finish, more than buffing compounds are 

necessary —namely, know-how. §//-}/' F.\ excels 

in ENGINEERING & SERVICE in all phases of 
beautiful buffed finishes. 
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Salt Fed 


CORROSION TEST UNITS 


sy INDUSTRIAL 





Standard size No. 

1 Industrial Salt Fog 

Testing Cabinet. Larger 

sizes are engineered fo suit requirements. 


for over-all economy .. . 


You have nothing to lose—and much to 
gain—when you make salt fog tests in 
an INDUSTRIAL cabinet. These cabinets 
are built to meet A.S.T.M. B-117-44T salt 
spray test, also Army, Navy, and Air Force 
standards. 


Consider these features: 

e Lucite nozzle with fixed orifice that does 
not corrode or clog. 

e Rubber-lined box for protection against 
corrosion. 

e Accurately controlled enclosed heating. 

e Fully insulated for heat economy. 

e Air by-pass valve to clear cabinet be- 
fore inspection of specimen. 

e Exhaust flange at rear. 


e Air compressor with oil filter. (Cabinet 
can be connected to other air dryer.) 


e Air-operated cover lifter (extra). 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Avenue Chicago 50, Illinois 
eCeeee cesses coeeeeees 
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| Lacquer 
| Zinc Chromate Primer 
| Thinner 


Thinner 


lines, or to resort to a lower tempera- 
ture coolant than Freon 12. 


Painting 


Some of the advantages which caus- 


| ed Grumman to switch from anodizing 


to dip Alodizing and hence to spray 


| and brush Alodizing are stated by Mr. 
| D. Armstrong, process engineer, to be: 
| “Equivalent corrosion resistance and 


paint adherence as compared to ano- 
dizing; the ability of being able to proc- 
assemblies, which, al- 
though made principally of aluminum, 
contain cadmium and steel: and, sav- 
ings in processing time.” 

Following Alodizing or anodizing, 
parts are inspected and receive a zinc 
chromate primer. The primer is applied 
to both the individual parts and minor 


| sub-assemblies after they are complet- 
| ed. The zinc chromate is applied in the 
| conventional manner with spray guns 


in small paint booths which are con- 


| veniently located along the various as- 
| sembly lines. The sub-assemblies are 
; Still small enough at this stage to al- 
| low one man to handle the units on a 
| turntable in the booths. 


After the planes are completely as- 
sembled, they are rubbed down with 
a thinner and moved to huge water 
curtain spray booths. A second primer, 
which is also of zinc chromate, is ap- 
plied and the planes are finished by 
receiving two coats of lacquer with 
spray guns. Specific government finish 
specifications which Grumman follows 
in these operations are: 

AN-L-29 

AN-P-656 
Dope and Lacquer 

AN-TFT-256 

Toluene Substitute_TT-F548 

The paint booths, among the largest 


| single water wash booths in existence, 
| handle practically 450,000 cubic feet of 


air per minute, and maintain a velocity 
of 200 lineal feet per minute in the 
breathing zone of the operator. Booths 
are 160 feet by 20 feet high by 60 feet 
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To wash... 
rinse... 


dry... 
cartridge 
cases 


ALVEY-FERGUSON designs, 
engineers and builds each of its A-F 
Washing Machines for a specific purpose. 
Whether your plant’s problem is to clean 
lubricants from cartridge cases before 
annealing, to clean and dry miscellaneous 
ball bearing parts without the use of 
baskets, remove all chips from diesel 
motor blocks or some other phase of 
quality control in your metal parts or 
products operation, you'll find your A-F 
Washing Machine as highly specialized 
for your specific needs as any precision 
equipment now in your plant. Why be 
satisfied with less? 

For information regarding latest metal 
cleaning methods write, without obliga- 
tion today. 


THE ALVEY-FERGUSON COMPANY 
628 Disney Street Cincinnati 9, Ohio 


Offices or Representatives in Principal Cities 


* You Can See The Superiority of A-F Engineering 
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deep. Air is withdrawn by twelve Wing 
vertical straight-line exhausters at the 
rear of the booths, which draw the air 
with the overspray through the water 
wall. Twelve Wing belt-driven fans 
which are located on the roof of the 
booths deliver the air to twelve banks 
of three Wing variable temperature 
heating sections (see Fig. 6). Booths 
are large enough to accommodate 
three fighter planes with wings re- 
moved or one completely assembled 
carrier-based bomber. 

When two or more of the airplanes 
are finished at one time, overhead 
monorail tracks allow a curtain to be 
pulled between the individual air- 
planes, thereby preventing overspray 
from one plane reaching the other. 
Production records from World War 
II show that an average of about one 
plane an hour was painted in these 
booths. 

Minor parts such as wing tanks (see 
Fig. 7), brackets, flanges, and struts 


receive their final coats in smaller 

booths. All these booths also have wat- 

er curtains. The DeVilbiss spray guns 

are operated at a fluid pressure of 18 

p.s.i. and air pressure of 60 p.s.i. 
Plating 

Grumman's plating department is 
at present set up for cadmium plating. 
It can, however, be readily converted 
to other plating processes such as zinc 
plating, which was used during the last 
war. 

Parts that are cadmium plated are 
electrical brass connections and all 
steel parts such as arresting hooks, 
landing gear, guns, engine mounts, 
bolts, and fittings. Some parts, such as 
certain types of bolts and nuts, are 
received partially chromium plated. 
For these parts an extensive masking 
job is necessary prior to cadmium 
plating. 

As may be seen from Fig. 8, the ma- 
jority of equipment consists of still 
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© REVERSING SWITCHES 
© TONG TEST AMMETERS 


4535 HAMILTON AVE. 
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MOTOR GENERATORS 


for 


Electroplating, Anodizing 


@ Electrocleaning, Electropolishing 


i 
. vy ves, +s oe 


Protected Territories Available to Qualified Sales Engineers 


COLUMBIA ELECTRIC MFG. CO. 


CLEVELAND 14, OHIO 
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Our 70th Yuletide Message to Our 
Customers and Friends 


We of Frederic B. Stevens Inc., wish you a 
most joyous Holiday Season and unbounded 


good fortune during the coming year. 


We wish to thank you for entrusting your 
business needs to our organization. We are 


deeply grateful for the loyalty you have 


shown tous... and we are proud to count 


you among our friends. 

So please accept these Holiday Wishes for 
health, happiness and good fortune . . . and 
add to them a sincere “Thank You” from all 


of us at Frederic B. Stevens Inc. 


METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 





FREDERIC B. OT HY ENS 


INCORPORATED 


DETROIT 16, MICHIGAN 
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SAVE 6 WAYS 


WITH THE NEW 


LEAD SHEATH 


ELECTRIC 
HEATERS 


Standard models cover 
range of 1000 to 5250 


TYPE OBL 
OVER-SIDE 
HEATER 














JU 








= 


Save on first cost. Compare Thermalink's 
low prices. 


Save on installation. Elements fit over side 
of tank, require no fastenings. 


Save on maintenance. Elements designed 
to give better, longer service. Have extra 
thick lead sheaths. 


Save replacement costs. Should damage 
occur, heating tubes are individually re- 
placeable. 


Save space. Occupy minimum tank space. 
Designed to fit fiat against tank wall. 


Save time. Elements are convenient to 
handle, require less time to clean. 


ASK FOR DATA SHEET OBL-152 


LECTRO-THERM INC. 
hic fc alg ge (sedis sth 


MARYLAND 


SF NU, 
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| tanks although some plating, for very 


| small parts, is done in Udylite plating 
| barrels. Following are the steps in the 


| cadmium plating process: 


. Clean in 50 per cent (by volume) 
hydrochloric acid at room tem- 
perature for 3-10 minutes to re- 
move all rust. 

. Rinse in water. 

3. Clean in a silicate-type alkaline 
electrolyte at 180 deg. F. and a 
concentration of 8 oz./gal. The 
work is made anodic and all smut 
is removed. 

4. Rinse in water. 

5. Plate at 3 volts at room temper- 
ature and a current density of 
2-30 amp./sq. ft. Time varies ac- 
cording to shape of parts. 

6. Rinse and dry. 

Another operation of the plating de- 
partment is that of stripping metal 
that has been Alodized or anodized for 
rework. Aluminum is treated in a hot 
solution of ‘“‘Ridoline”’ 31926, a buffered 
alkali cleaner, being immersed in the 
solution for 1 to 3 minutes at a tem- 
perature of 180 deg. F. and a concen- 
tration of % oz./gal. Following this 
dip, parts are rinsed and dried. For 
Dural, a nitric acid bath of 20-25 per 
cent with about 1 per cent of hydro- 
fluoric acid is used at room tempera- 
ture. The latter acid may be supplanted 
by 4-% oz./gal. of sodium fluoride or 
A.C.P. Pickle Bath Toner 103. This 
treatment removes the natural oxide 
coating, lowers the surface resistance, 
ensures good spot welding. 

Thus, in these various ways does 
Grumman, largest manufacturer of 
carrier-based planes, finish its prod- 
ucts to meet the challenge of high 
speeds and corrosion. No little credit 
should go to the process engineering 
personnel, who are agressive, open- 
minded, and willing to stick with 


| something new till it is tested, proved, 
and installed. 


* Reg. Trademark, American Chemical Paint 
Company 
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UPER-HONITE CHIPS 


NEVER QUIT CUTTING ! 


The longer they’re used, the agent—outlast other aluminum oxide 


sharper they get! ‘‘Super-Honite”’ 
Chips can’t wear smooth. New cut- 
ting edges are constantly exposed 
as surface areas are slowly reduced. 

Longer lasting, too. These im- 


chips two to one. And, because of their 
completely uniform composition, 
used chips can be re-graded for dif- 
ferent finishing operations. 

Try ‘Super-Honite” Chips on 





your next deburring or burnishirg 
job. Get higher-lustre finishes at 
lower unit costs. Prove it to yourself, 


proved barrel-finishing chips—com- 
posed of aluminum oxide grain with 
ceramic non-crystalline bonding 


PO eee ee eee 
Send today for FREE BOOKLET “3M Barrel Finishing" is filled 


with important information on how to increase finishing efficiency. 


Minnesota Mining & Mfg. Co. 
Dept. PF-122 St. Paul 6, Minn. 


eee HOHE HEHEHE HEH HEHEHE HEHEHE HEHE 


COMPANY....ccccccorcceccccecccvevcevevccesceseccces 
ADDRESS... 


Ce 


° ZONE. «  GIATEs « : 
iT es ee es es es es os oe se se le hd hd he Ud UL LL eee 
Made in U.S.A. by Minnesota Mining & Mfg. Co. General Offices: St. Paul 6, Minn. In 
Canada: London, Ont., Can. Export: 122 E. 42nd St., New York City. Makers of “'Scotch’’® 
Pressure-Sensitive Tapes, ““Scotch’’® Sound Recording Tape, ''3M”® Adhesives, ‘‘Under- 
seal’’® Rubberized Coating, ‘“‘Scotchlite’’® Reflective Sheeting, “Safety-Walk’”® Non- 
Slip Surfacing. 


eee eee teeeeee 
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XPERIENCE that goes 
into ed ENGINEERING 
of MAHON EQUIPMENT is the item of 


GREATEST VALUE to YOU! 

















Above at the extreme right you 
see Mahon Hydro-Filter Spray 
Booths installed as part of the 
Cutler-Hammer Installation. 
Next to the left, is a Mahon 
Flow Coating Machine which is 
part of the same installation. 
Above, is a high angle view of 
the Complete Mahon Finishing 
System at Cutler-Hammer Plant, 
Milwaukee, Wis. Note the 
Overhead Drying and Baking 
Ovens, and the Enclosed Air 





Conditioned Paint Room Below. 














SYSTEMS 
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New, Modern MAHON FINISHING SYSTEM Gives 
Cutler-Hammer Products FINER FINISH at LOWER COST! 


Here you see another Complete Mahon Finishing 
System which was planned, engineered, built and 
installed by Mahon in the new Cutler-Hammer plant, 
Milwaukee, Wis. It is very compact and modern in 
every detail. The enclosed, air conditioned paint 
room is fitted with continuous plate glass windows 
on three sides. Equipment is provided in the paint- 
ing enclosure for both spraying and flow coating in 
order to reduce finishing costs per unit to an ab- 
solute minimum. Drying and Baking Ovens are 
located overhead to conserve floor space. The 
entire finishing system is controlled from one point 
by a Cutler-Hammer “Unitrol" Control Center. This 
is another example of Mahon cooperation in plan- 
ning, engineering and producing highly efficient, 


. @ 2 R. Cc. M A 


HOME OFFICE and PLANT, Detroit 34, Mich. 


Engineers and Manufacturers of Complete Finishing Systems 


including Metal Cleaning and Pickling Equipment, Metal Cleaning 
and Rust Proofing Equipment, Hydro-Filter Spray Booths, Filtered Air Supply Systems, and Drying and Baking Ovens; Core Ovens, 
Heat Treating and Quenching Equipment for Aluminum and Magnesium and other units of Special Production Equipment. 


IAHON 


properly coordinated equipment to meet the manu- 
facturer's specific requirements. If you are contem- 
plating new finishing equipment, you will find Mahon 
engineers better qualified to determine your equip- 
ment requirements, and to do the all-important 
planning which is the key to high quality results in 
production finishing. Over thirty years of experience 
in this highly specialized field has endowed Mahon 
engineers with a wealth of technical knowledge and 
practical know-how not available to you elsewhere. 
In the automotive field and the home appliance field, 
where fine finish is imperative, you will find more 
Mahon Finishing Systems than all other types com- 
bined. See Sweet's Plant Engineering File for com- 
plete information, or write for Catalog No. A-653. 
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WESTERN SALES DIVISION, Chicago 4, Ill. 











Anodizing 
Aluminum 


Sakae Tajima, a native of Yokohama, attended 
® Tokyo Imperial University where he specialized 

in electrochemistry. He was awarded the Doc- 
tor of Science degree in 1943. 

He served as a research engineer in the fields of 
metal finishing and corrosion at the National Central 
Aeronautical Research Institute and the National Rail- 
way Technical Research Institute, Tokyo. For a time he 
was a professor in the Metropolitan College of Science 

Dr. Sakae Tajima and Engineering and in 1948 he joined the Tokyo 

Metropolitan University in the capacity of head of the 
Electrochemical Laboratory. 

He is the author of some fifty research papers in the fields of metal finishing, 
corrosion, metal refining, and ion exchange membranes. In 1952 his most recent book, 
“Electropolishing and Chemical Polishing,’’ was published. He was awarded a Na- 
tional Blue Ribbon medal from the Japanese Government for his contribution to the 
fundamental study and the popularization of electropolishing in Japan. 

Dr. Tajima has served as the editorial secretary of the Electrochemical Society of 
Japan, and is technical counsellor to the Japanese Electroplating Society, q@ member 
of the Board of Trustees of the Metal Finishing Society, and a member of the Elec- 
trolytic Refining Committee of the Electrochemical Society. 


{Left) A view of Japan's distinc- 

tive tourist attraction, Mount Fuji 

from one of the high points in th 
Fuji-Yoshida area 


(Right) The main street of this 
Japanese town appears to be a 
direct route to Mount Fuji. 
(PRODUCTS FINISHING 
Staff Photos) 
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With Oxalic Acid 


By SAKAE TAJIMA, Sc.D. 


Laboratory of Electrochemistry, 
Tokyo Metropolitan University 


History of the Oxalic Acid Anodizing Process 


In Japan, the anodizing of aluminum has been used extensively 

for finishing kitchen utensils, as well as other articles, to im- 

FEATURE prove appearance, corrosion and abrasion resistance. The elec- 

trolytes used are mainly oxalic and sulfuric acids; chromic acid 

is rarely used. The oxalic acid process was developed early (1923) 

by Kujirai, Ueki, Setoh, and Miyata of the former Institute of Physical and 

Chemical Research (reorganized as the Institute of Scientific Research, Inc., 

after World War II). The sulfuric acid anodizing process was not used in Japan 

until World War II; it was introduced at that time because of the shortage of 
oxalic acid. 

The peculiar anodic phenomenon of aluminum; namely, preventing the flow 
of electric current, was discovered by Wheatstone (1854) and the idea of manu- 
facturing electric rectifiers and capacitors by utilizing this property was pre- 
sented by Pollak (1897). Heeren, Buff, Taylor, Mott, Zimmerman, Gunther- 
Schulze also studied the anodic behavior of aluminum. This is the classical 
history of researches on the anodic characteristics of aluminum. However, 


(Left) The five-story pagoda, or shrine, located at 
Nikko, Japan 


(Below) The famous Yomiemon gate to the principal 
shrine at Nikko may be seen in the center background 
of this photograph. The shrines in this area were first 
erected approximately 400 years ago 
{Photos by M. Kojima, Tokyo) 
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Fig. 1—Shown at left is a 

sketch of a single phase, a.c. 

anodizing circuit (right), a 

diagram for a three phase 
circult. 


f 
and too rough to be ap- 
plied commercially. 
However, this is be- 
lieved to be the first at- 
tempt to utilize ano- 
dized films in their 
“dried state.” 















































The late Dr. Tsune- 
tato Kujirai of the In- 
stitute of Physical and 
Chemical Research, 




















Tokyo, was investigat- 
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ing, with the late Mr. 
Sakae Ueki, a heat-re- 
sistant electrical insu- 








these researches were made to study 
the behavior of aluminum in “solu- 
tion,” and the process we are now in- 
terested in makes use of aluminum in 
the ‘dried state’”’ with improved cor- 
rosion and abrasion resistance, and 
electrical insulation. 

Skinner and Chubb (1914) attempt- 
ed to obtain a heat-resistant, insulated 
wire by anodizing 
aluminum in a 
Na,SiO, solution 
applying a high 
voltage of 300- 

400 volts, but the 
film formed un- 
der such condi- 
tions was too thin 


“a 


Fig. 2— One of the 
forming operations 
employedinaluminum 
utensil manufacture. 
Here, an operator is 
forming the necks on 
press-formed tea ket- 
tle bodies in the To- 
kyo plant of Nasu 
Aluminum Industry 
Co., Ltd. 


44 PRODUCTS FINISHING 


lator, and there oc- 
curred to him the idea of producing 
oxide films on aluminum wire electro- 
lytically. After many experiments they 
found that, using oxalic acid, a suffi- 
ciently dense film could be produced. 
Although this process could not be ap- 
plied commercially to wire for certain 
reasons, it was found that the process 
could be used for kitchen utensil fin- 
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ishing. Various kinds of electrolytes 
were effective in producing an anodiz- 
ed film, but the oxalic acid, above all 
gave excellent results. 

Two patents were granted in 1924 
claiming anodizing aluminum and its 
alloys in acids, bases and salts!) and 


especially in oxalic acid'2) by applying 

direct current or alternating current. 
In 1924, Bengough and Stuart (5) in- 

vented the anodizing of duralumin 

sheet (for aircraft use) in chromic 

acid to improve 

corrosion — resist- 

ance. This pro- 

cess was patent- 

ed in England, 


Fig. 4—Cleaned pans 
are racked for anodiz- 
ing. Main rack frames 
are wood with alumi- 
num support strips. 
Copper strips above 
the solution surface 
carry current from 
bus bars along tank 
sides. (Daito Kinzoku 
K.K.). Note rubber 
bands used to secure 
hook tension and a 
good electrical con 
tact between the alu 
minum wire hooks 
and copper bar 
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Fig. 3 — The outside 
surfaces of formed 
aluminum pans are 
tripoli buffed prior to 
anodizing. This photo 
was made in the To- 
kyo plant of Daito 
Kinzoku K.K. 


U. S. A., Ger- 
many, but yas 
not patented in 
Japan, because 
the Kujirai-Ueki 
processes had 
been _ patented 
previously. So it 
was with the sul- 
Alumilite process) 
3engston(5) and 


furic acid process 
by C. H. Gower'!), 
Tosterud (6), 

U. S. Patent 1,735,286 (Nov. 12, 
1929) by T. Kujirai and S. Ueki(7), as- 
signed to Rikagaku Kenkyujo (Insti- 
tute of Physical and Chemical Re- 
search), claims that oxalic and malonic 
acids or their salts can be used to pro- 
duce an oxide coating on aluminum. 

Examples are: 

1. Oxalic acid, 1.0-3.0 per cent 
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60-100 volts alternating or di- 
rect current. 

Current density, 0.45-0.27 amp. 
sq. dm. 

Temperature, under 86 deg. F. 
Malonic acid, 1.0-3.0 per cent 
60-100 volts alternating or di- 
rect current. 

Current density, 0.45-0.27 amp. 
sq. dm. 

Temperature, under 86 deg. F. 

The claim is also made that in elec- 
trolysis of any other solution composi- 
tion, it is not possible to build up the 
anodic film to any desired thickness, 
but that it can be done in either of the 
two electrolytes given. 

Although the dense film could be 
produced by direct current, usually lo- 
cal pitting on the aluminum surface 
appeared, probably due to the local 
concentration of oxalate ions. To pre- 
vent this local attack, superimposing 
of alternating current on direct current 
was invented. 

U. S. Patent 1,735,509 (Nov. 12, 
1929) by Shoji Setoh (the successor of 
the research laboratory of Dr. Kujirai) 
and Sakae Ueki(®) assigned to Rika- 
gaku Kenkyujo (the Institute of Phy- 
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Fig. S—A rack of ano- 
dized pans is remov- 
ed from the anodizing 
Kinzoku 


tank (Daito 
K.K.) 


sical and Chemic- 
al Research To- 
kyo) claims that 
the anodizing can 
be done in a solu- 
tion of oxalic acid 
as follows: Oxalic 
acid—1.3 per 
cent 
Direct Current, 6- 
90 volts, upon 
which is super- 
imposed _alter- 
nating current, 

60-120 volts. 

Current density 0.45-1.8 amp./sq. dm. 

In 1928, a small scale pilot plant was 
installed in the Institute of Physical 
and Chemical Research to produce an- 
odized articles commercially. Although 
the films thus produced are dense and 
can be dyed if desired, the corrosion 
resistance is not necessarily satisfac- 
tory because a dense film is a porous 
film which permits the passage of 
electric current. 

In order to secure a dense and at the 
same time a corrosion-resistant film, 
Setoh and his collaborator, Akira Mi- 
yata, found, by chance, the steam seal- 
ing method (1928). Using this process, 
the anodized article is rinsed in water 
and kept in an autoclave of 55-70 
p.s.i. dried steam for about 20-30 min- 
utes. By this treatment, the film be- 
comes somewhat yellowish and _ in- 
creases in transparency. The electrical 
insulating power increases by 50 per 
cent, and above all, the extreme cor- 
rosion resistance is secured as describ- 
ed later. 

This invention was an epoch-mak- 
ing one in our anodizing industry and 
the process was named the “Alumite” 
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process. The term “Alumite” is now 
widely used in Japan for aluminum 
anodizing regardless of the process 
employed. 

Considering that a British patent 
(9) was granted for hot water sealing 
in 1934, the steam sealing method may 
be said to be quite an original one. 

In 1929 the World Engineering Con- 
gress was held in Tokyo, and Setoh 
and Miyata (') presented a paper, 
“Electrolytic Oxidation of Aluminum 
and its Industrial Application’, de- 
scribing the status of aluminum ano- 
dizing with steam sealing at that time. 
They forwarded to the foreign par- 
ticipants an anodized and sealed set- 
square as a gift. For this reason, the 
sealing method was not patented in 
foreign countries, it is said. 

Suggested by this paper, the Vere- 
inigte Aluminum Werke A. G. with 
Langbein-Pfanhauser Werke A. G. and 


Siemens & Halske A. G. started an in- 
tensive research and developed the so- 
called ‘‘Eloxal’” process using oxalic 
acid with some additions.(11) Now the 
term “Alumite” in Japan, ‘Alumilite”’ 
in U. S. A., and “Eloxal” in Germany 
are the common names for aluminum 
anodizing in each country. 

In Japan, oxalic acid anodizing has 
been done mainly by superimposing 
a.c. on d.c. and the resulting anodiz- 
ed color is yellowish gold. The reason 
of the extreme popularization of an- 
odizing for kitchen utensils in Japan 
is, in the author’s opinion, as follows: 

(1) The development of anodizing 

process just kept pace with the 
production and popularization 
of aluminum articles. 

(2) The anodized color produced on 

aluminum by the oxalic acid 


process was to the liking of the 
Japanese people at large, with 


Fig. 6—Anodizing aluminum alloy aircraft parts in 3 per cent oxalic acid held at room tempera 

ture by circulating water through a water jacket built around the tank. The tank shown is steel, 

lead lined. Alternating current (100 volts) is employed, and parts to be anodized are hung on 
both bus bars; hence no cathodes are required 
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Fig. 7—Anodized lunch boxes 
and covers are loaded into a 
bamboo basket for immer- 
sion in a hot solution of 
Japanese tea for dyeing to 
the desired yellow color (Ni- 
hon Alumilite Co., Tokyo) 


timely propaganda 
of the manufactur- 
er, in addition to 
its improved pro- 
perties of hardness, 
corrosion and abr- 
sion resistance. 

Anodizing process- 
es were monopo- 
lized by the Insti- 
tute of Physical 
and Chemical Re- 


search, and the oxalic acid process was used exclusively. 


Fig. 8—Dyed articles are steam sealed at 70 p.s.i. for 30 minutes in this autoclave in the Nihon 
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Alumilite plant. 
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Fig. 3—A high gloss 
is imparted to ano- 
dized, dyed, and 
steam-sealed alumi- 
num surfaces by color 
buffing (loose buffs) 
with a lime buffing 
compound (Daito Kin- 
zoku K.K.) 


(4) People at 
large have 
come to be 

&¢ eu &- 
tomed to its 
color. and 


they never 
think of alu- 
minum _arti- 
cles but of the ‘“‘Alumite” color. odizing process on account of the high 
The patents expired in 1943, and cost of oxalic acid and higher electric 
many anodizing shops started after power consumption of the process. 
the War adopted the sulfuric acid an- However, to comply with the desires of 


Fig. 10—View of a typical Japanese housewares store, with the merchandise stacked right out 
on the sidewalk in front of the ‘‘frontless’’ shop 


(PRODUCTS FINISHING Staff Photos). 
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Fig. 11 — Change of bath 
voltage with time at fixed 
current densities for 2 per 
cent oxalic acid at 7 deg. C. 


Tank: Lead-lined or 
asphalt-lined tank 
with water cooling 
pipe in the tank. 
Sometimes the elec- 
trolyte is circulated 
and cooled outside 
the tank. 
Electrolyte: Oxalic acid 
3 per cent (1-5 per 
cent). 
Cathode: 
lead. 
Voltage: 60-100 volt 


130 14 Graphite or 








the people, a similar color is obtained 
by dipping anodized articles in a hot 
saturated solution of Japanese tea. 
But the tea dyeing, it is said, degrades 
the quality of the film, and the oxalic 
acid anodizing and steam sealing is 
now recovering its former popularity. 
The process is especially indispensable 
for electrical insulation. 

Oxalic Acid Anodizing Process 

Some conception of the oxalic acid 
process, as performed commercially, 
may be gained from the brief descrip- 
tion which follows. 


ac. is often ap- 
plied. But the superimposing of 
d.c. and a.c. is more commonly em- 
ployed, whereby d.c. voltage is 15- 
30 volts and a.c. voltage is 60-100 
volts. The circuits for single phase 
and three phase a.c. are illustrat- 
ed in Fig. 1. 
Current Density: 10-20 amp./sq. ft. 
Time of Electrolysis: 30-40 minutes. 
Temperature: 75 to 95 deg. F. 
Steam sealing: 70 p.s.i. steam for 
30-60 minutes. 
Various preliminary operations are 
performed according to the conditions 
of the surfaces to be treated, and to 


Table I 








TOTAL ELECTRIC QUANTITY TO REACH THE MAXIMUM VOLTAGE 


Current Density 


Time 
Seconds 


Total Electric Quantity 
oulomb/cm 





600 
300 
100 
50 
25 
10 
7 

4 


0.60 
0.60 
0.50 
0.50 
0.50 
0.50 
0.70 
0.80 
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Fig. 13—Critical maximum voltage 

plotted against current density for 

various temperatures in 2 per cent 
oxalic acid 


the end use of the articles. 
Buffing, degreasing in hot, 
mild, alkaline cleaner or di- 
lute sulfuric acid, dipping in 
nitric acid to eliminate the in- 
soluble constituents such as 
copper, iron, and so on, and 
to neutralize the alkali, are 
some of the usual prepara- 
tory treatments. Dipping in 
nitric-sulfuric, nitric-phos- 
phoric, or nitric-hydrofluoric 
acid mixtures to secure semi- 
bright or brilliant surfaces is 
employed in certain cases. 
Following the preliminary 
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treatments of cleaning and 
bright dipping, the articles 
are anodized, rinsed in water, 
dyed in some cases, and fin- 
ally sealed in high pressure 
steam. The steam sealing pro- 
cess improves the transpar- 
ency, corrosion resistance, 
electrical-insulating quality 
and hardness of the surface 
film. Completed products are 
usually buffed with lime buf- 
fing compound (or colored) 
to secure a high gloss which 
enhances their sales appeal 
(see Figures 2 through 10). 


Fig. 12—Variation of total electric 
quantity with temperature for 2 per 
cent oxalic acid 
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Fig. 14 — Critical voltage plotted 
against current density for various 
acid concentrations. 





o 





time, when current density is 
kept constant (5, 10, 20, 50 
mA/ cm?2), are shown for 2 
per cent oxalic acid at 7 deg. 
C. (44.6 deg. F.) in Fig. 11. 
The voltage rises steeply at 
the start, reaches a maxi- 
mum value, and then de- 
creases slightly and main- 
tains nearly constant value 
even during 2-3 hours’ elec- 
trolysis. It is to be noticed 
that the products of current 


© Ss 
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Critical Voltage ( V ) 
& 


Ss 





os 3 


— 


» | 


—— : lensity and time required to 
100 120 Z . J 1 
2) 40 60 80 100 120 10 160 160 20 reach the maximum voltage 


Current Density (mA/cm ) (Total Electric quantity, A 
cm2 x seconds) are nearly 
constant (about 0.5 coulomb 
Characteristics of Oxalic Acid Films in this case) over a fairly wide range 
The anodic behavior of aluminum of current density, as shown in 
and properties of anodic films will be Table I. 
described and illustrated graphically. The total electric quantity varies 
The changes of bath voltage with with the concentration and tempera- 



































Table II 





MICRO-VICKERS HARDNESS OF OXALIC ACID FILMS 


Sample No. A B C D E 


Thickness Theoretical 0 4.0 8.0 


Observed 0 6.5 
(Non- 
anodized) 


200 gm 47.8 
HV Load 100 


50 
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Table III 





Metal 


Gun Metal 
Cu 88 


Ph 2 
Carbon steel (C 0.87) 





HARDNESS OF SOME METALS 


Micro-Vickers Hardness Vickers Hardness 


Aluminum sheet 47.8(200 gm.) 46.1 


Sn 10 120(200 gm.) 


quenched in water 772(500 gm.) 
annealed 233(200 gm.) 


(load) (load 10kg.) 








ture of the solution. Figure 12 shows 
the change of total electric quantity 
with temperature in 2 per cent oxalic 
acid. 

When the anode is taken from the 
bath at the maximum voltage, the sur- 
face is covered with a 


peratures in 2 per cent oxalic acid. 
Figure 14 shows the relationship of the 
critical voltage and concentration of 
the acid at 18-19 deg. C. (65 deg. F.). 

It is thus understood that the cri- 
tical voltage is lower at higher tem- 





very thin film with in- 
terference color. It is 


concluded that _ the lamp /dm:25 deg.C. Ke 
| S 


maximum voltage and 
the total electric quan- 
tity were required to 
form this thin film and, 
after its formation, 
only relatively lower 
voltage is necessary to 
build up a dense film. 
Figure 13 shows the re- 
lationship between the 
critical maximum volt- 
ages and current den- 
sities for various tem- 
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Thickness (yu) 


1] 





Fig. 15—A comparison of film 
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thicknesses produced in sev 
eral solutions, and time of 
anodizing with direct current 


(Courtesy Electrochemical 





30 40 
Time (minutes) 








Society, Japan) 
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Fig. 17 — An evalua- 
tion of the resistance 
of anodized films 
(d.c. used) to corro 
sion 
(Courtesy Electro 
chemical Society, 
Japan) 


ue 
12) 


(seconds) 


peratures and 
higher concentra- 
tions, but the film 
formed is apt to 
dissolve in the 
solution under 
these conditions. 


ee 
As noted pre- HSO,NH, ——— “e604 
viously, oxalic : , HpSO4 


L 


~ 
° 


500- 


Scale for H,C,0, sealed specimens 


° 





Anticorrosibility (seconds) 








acid anodizing by 


straight direct 10 20 30 40 50 60 


current some- Time (minutes) 
times causes a lo- 











cal attack on 
aluminum due to the accumulation of ternating current on direct current im- 
oxalate ion. The superimposing of al- proves this condition. (s) 


Hardness of 
oxalic acid films 


L measured by Mi- 
cro- Vickers 
Hardness Tester 
is shown in Table 
II. The anodizing 
conditions is as 
follows: 
Electrolyte: Oxa- 
lic acid, 2 per 
cent solution. 
Temperature: 12 
deg. C. (538.6 
deg. F.) 





rm 
oOo 
oO 
oO 


Abrasion Resistance (seconds) 


Fig. 16--Abrasion re- 
sistance of various 
films formed using 
direct current. 
. : (Courtesy Electro- 
Time (minutes) chemical Society, 
Japan). 
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12-20 deg C 50sq. cm 


On Ke 
J I 


w b 
° ro 
ra) ° 


Amount of gas (C.C) 
Mw 
° 
° 


1000 2000 3000 4000 5000 
100 200 300 400 500 
Time (minutes) 





~4--14% 


T-i-+—+-+-4-48% 


6000 Steam-sealed 


Fig. 18 — Corrosion 

tests of anodized film 

(oxalic acid) in 1 N 
HCl. 


(Courtesy Electro 
chemical Society, 
Japan) 


Sulfuric acid: 15 
per cent by vol. 
Sulfamic acid: 7.5 
per cent by wt. 
Oxalic acid; 2 per 
cent by wt. 
Current Density: 
1 A/dm2, (10 
amp./sq. ft.) 


12% 


600 As- anodized —— 








Current Density: 1A/dm:? (10 
amp./sq. ft.) d.c. 

Electrode distance; 14 cm. 

Agitation by air 

Aluminum sheet 0.5 mm. thick, 99.7 

per cent, Si. 0.18, Fe 0.13, Cu 
trace. 

For comparison, the Vickers Hard- 
ness of certain metals are shown in 
Table III. : 

A comparison of sulfuric, sulfamic 
and oxalic acid films was made by the 
author('4) under the following condi- 
tions: 


d.c. 

Temperature: 25 deg. C. (77 deg. F.) 

The average bath voltage was by 
far the lowest with the sulfuric acid 
bath: the voltages in the oxalic and 
sulfamic acid baths being slightly 
higher. The degree of !ncrease of bath 
voltage after 60 minutes anodizing 
was below 1 volt with sulfuric and ox- 
alic acids, but with sulfamic acid, it 
was above 15 volts. Hence the denser 
and more compact film was assumed 
to be formed in the sulfamic acid bath. 

The thickness, abrasion resistance 


and corrosion resistance of anodized 


Table IV 





Electrical Insulation 


Refractive Index 1.64 


Dielectric Constant 





SOME PHYSICAL CONSTANTS OF OXALIC ACID FILMS 


as-anodized 


10 KV/mm. 


steam-sealed 


15 KV/mm. 


1.58-1.59 


10 
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films were determined by the methods 
adopted by the specification of the 
Japan Industrial Standard (JIS). 

Thickness was determined by direct 
measurement of the section of speci- 
men with a metallurgical microscope 
and ocular microscale. 

Abrasion resistance was determin- 
ed by measurement of the time (sec- 


onds) required to wear off the film 
with carborundum particles (80 mesh) 
falling upon a specimen from 1000 
mm. height (falling weight 320 gm.). 

Anticorrosibility was measured as 
the time (seconds) required to remove 
the film with a 10 per cent solution of 
NaOH at 35 deg. C. (95 deg. F.) drop- 
ped on a specimen. Using a constant 


Table V 





(A) Oxalic Acid Films. 


Grade 


Thickness (1) 14 


Abrasion resistance 
(seconds) 


Corrosion resistance 
(seconds) 


Mark 


SPECIFICATIONS OF ANODIZED FILM 


Special Grade 


Ist Grade 2nd Grade 





(B) Sulfuric Acid (and other) Films. 





Grade 


Thickness () 14 


Abrasion resistance 
(seconds) 


Corrosion resistance 
(seconds) 


Mark 





Special Grade 


lst Grade 2nd Grade 
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HE HAS THE 
“KNOW-HOW” 
TO SERVE THIS 
‘WHO’S WHO” — 


Monroe Auto Equipment Co. 
General Motors Corp. 
Oldsmobile Division 
Pontiac Motor Division 
Buick Motor Division 
A. C. Spark Plug Division 
Saginaw Steering Gear Div. 
Kirsh Co. 
Kelsey Hayes Wheel Co. 
Ford Motor Co. 
Electric Auto Lite 


Sas PR — 


| ARTHUR SOMERS | 


Michigan and 
Northern Ohio Representative 
of N. Ransohoff, Inc. 


TR Ga CALE A Ae, Sm ae 


At your service 
if you are located 
in his territory. 


Art Somers well typifies the creative, practical inventiveness of Ransohoff 
metal-cleaning experts. His conscientious analysis and helpful recommendations 
to important industries, characterize Ransohoff service to all users of their 
made-for-the-job metal cleaning and surface treatment equipment. Art Somers 
contributes to and shares in the over 175 years of engineering experience 
represented among field and headquarters staffs. 


N. RANSOHOFF, inc. 


EQUIPMENT FOR THE SURFACE TREATMENT OF METAL 
5813 VINE ST. CINCINNATI 16, OHIO 
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THIS 
BOOKLET 


HELPS SOLVE YOUR 
FILTRATION PROBLEMS 


Your Titeflex” Filter Booklet is ready 
Send for it now Read about Titeflex Filters 
. their simple, fool-proof construction . . 

simplicity of operation . . . efficiency . 
continuous economy in use and maintenance 
Your Titeflex Engineer js available, too, 
to consult with you on your filter problems 
He'll help analyze your needs . . . select just 
the right equipment . . . give you the plain 
facts on costs. 

Send the coupon today for your free copy 
of the Titeflex Filter Booklet—or for advice 
from a Titeflex Engineer. No obligation 

Businesses served by Titefiex Filters include... 
Wine Water 
Beverages Food Processing 
Distilling Edible Oils 


Dry Cleaning Food Extracts 
Paints & Lacquers Machine Tool 


Chemical 
Electroplating 
Soop 

Cosmetics 
Pharmaceuticals 


Let Our Family of Products 
Help Yours 
Hee H, 
TITEFLEX, INC. 
531 Frelinghuysen Ave. 
Newark 5, N. J. | 
) Please send me a copy of | 
your Free Booklet about Tite- | 
flex Filters 


| 

| 

| 

| 

| 
| () We need the advice of a | 

Titeflex Filtration Engineer .. . 

without obligation on our part. 
| 

| 

| 

| 


NAME 








COMPANY __ 
ADDRESS 
CITY 


eee eee ae eae eT 








| 
| 
TITLE 
| 
| 
| 


ZONE STATE____ 
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anodizing time, the sulfamic acid films 
formed were thickest; sulfuric and 
oxalic acid films followed, as shown in 
Figure 15. 

In abrasion resistance the oxalic 
acid film ranks between sulfamic and 
sulfuric acid films, and by steam-seal- 


ing under 5 kg./cm2 (70 p.s.i.) steam 
| for 


35 minutes, it was lowered as 
shown in Figure 16. 

Corrosion resistance of anodized 
film is shown in Figure 17. Sulfamic 
acid films were highest and oxalic and 
sulfuric acid films followed. Steam- 
sealing was effective in improving the 
corrosion resistance of oxalic acid 
films, and excellent corrosion resist- 
ance was thus attained. 

Corrosion tests('2) of oxalic acid film 
in IN HCl are shown in Fig. 18, where- 
by the anodizing was done under the 
following conditions; 

Oxalic acid; 0.5, 2, 4, and § per cent. 

Voltage: 60 volts, d.c. 

Current Density: 20 mA/cm:. 

Time of Electrolysis: 1 hour. 

Anode area: 50 cm“. 

It will be understood that the cor- 
rosion resistance is higher in concen- 
trated solutions, and steam-sealing is 
very effective in improving corrosion 
resistance. 

Required anodizing time to get suf- 
ficient affinity to dyestuff (Roccelin 
Acid and Direct Black('4) was as fol- 
lows: 

Sulfuric acid bath: 30 minutes. 

Oxalic acid bath; 45 minutes. 

Sulfamic acid bath; 60 minutes. 

By steam treatment, the as-anodiz- 
ed film (gamma-alumina) transforms 
to a Bohmit-like compound (A1,0..- 
H,0) and seals the pores. The elec- 
trical insulating power, refractive in- 
dex, and dielectric constant change as 
shown in Table IV. 

The Japan Industrial Standard 
(JIS) specifies the thickness, abra- 
sion resistance and corrosion resistance 
of anodized film as shown in Table V. 
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METAL WASHING 
EQUIPMENT | 


for your plant 


No matter what your metal 

washing problem, whether it be a 

simple washing job, an intricate surface preparation, a space limi- 
tation, or what have you, there is a Despatch Metal Washer to take 
care of it, or one can be built for the purpose. 

Washer Bulletin No. 68 will give you the facts on Despatch 
engineered metal washing equipment... will tell you how to select 
a washer... will show you metal washing systems built to meet 
specific needs . . . will convince you that you can save time and 
money with Despatch engineered metal washing equipment. Write 
for your FREE copy today. 


DESPATCH Engineers, Fabricates and Installs 
COMPLETE FINISHING SYSTEMS TO MEET EVERY NEED 


Complete finishing systems designed 
and engineered by Despatch are at work 
in hundreds of leading industrial plants 
throughout the country. Engineered 
and coordinated to operate as single 
units, they consist of metal washers, 
dry-off ovens, paint spray booths, finish 
bake ovens, air make-up systems. They 
are turning out thousands of different 
products, large and small on fast, 
efficient production schedules. 
Without obligation Despatch engi- 
neers. will gladly analyze and advise 
regarding your finishing needs. Act 
today so that you'll be prepared tomor- 
row to Cut production costs, increase 


f imitati i tch designed, 
Soames 6 epee temeens, Sinpane a profits. Write or wire to Dept. 


fabricated and installed this complete finishing 
system on the factory roof for a leading mid- 


western refrigerator manufacturer. FIFTIETH ANNIVERSARY 


* Minneapolis Office: Chicago Office: ; jo} = oe PATCH 


619 S.E. Bth Street 4554 N. Broadway OVEN COMPANY 
Representatives in Principal Cities 
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WHAT ARE 
re 
iw WOOD TANKS 


FOR PLATING AND 


PICKLING? 


Kalamazoo can give you exactly what you want in 

choicest fir, oak, cypress or redwood. Over 75 years of tank 

designing and building experience assure you of tanks that will tN ‘ 
meet your most exacting requirements and at lowest possible 


cose 


Hundreds of plants in the metal finishing industry depend on Kalamazoo 


Take a up from them specify Kalamazoo Wood Tanks for your plant 


Kalamazoo TANK and SILO COMPANY 
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wood TANK DIVISION 
1228 HARRISON STREET 
KALAMAZOO, MICHIGAN 
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...and here is the double tile loading feature 
of HVWM Full Automatic Conveyors 


It’s easy to see the advantages of this construction—double the 
capacity with the same machine. When less production is required 
only one rack is placed on each hanger arm —that’s versatility, isn’t it? 

H-VW-M Full Automatic Conveyors are used daily for all types 
of plating—as well as anodizing, pickling, cleaning, phosphate coat- 
ings, bright dipping, painting, etching, and other finishing processes. 
They operate in a wide range of weight, current loads, and lifts. 
And they can be built with delayed set-down for varying immersion 
time, treatment by-pass mechanisms, air and solution agitation, racks 
with individual electrical control for each rack, or whatever special 
equipment the job requires—the ideal solution to problems of large 
quantity, high quality plating. 

Full Automatic Conveyors are only one of many results of H-V W-M’s 
more than eighty years of constant electroplating development. It’s a 
continuous policy, best summed up in H-VW-M Platemanship...your 
working guarantee of the best that industry has to offer—not only 
in plating conveyors —but in every phase of plating and polishing. 


@® ees 


For complete information on H-VW-M Full Automatic Conveyors ask for Bulletin FA-103 


Your H-VW-M combination- 
of the most modern testing HANSON-VAN WINKLE-MUNNING CO., MATAWAN, N. J 
and development laboratory PLANTS AT. MATAWAN, N. J. © ANDERSON, INDIANA 
~of over 80 years experience SALES OFFICES. ANDERSON © BOSTON © CHICAGO © CLEVELAND 
every phase of plating ond = DAYTON * DETROIT * GRAND RAPIDS * MATAWAN * MILWAUKEE 
NEW HAVEN © NEW YORK © PHILADELPHIA © PITTSBURGH 
equipment, process anc ROCHESTER * SPRINGFIELD (MASS.) © STRATFORD (CONN.) © UTICA 
ply line for every need 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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Manufacturer saves 
Lowe Brothers THERMO SPRAFIL 
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2K Thermo Sprafil—a finishing system incorporating 
revolutionary new products—reduces time and cost of 
finishing a wide range of products, such as motors, 
safes, sewing machines, casters, meat slicers, home 
workshop saws. Many others—yours may be onel 
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$5,000 Per Week With 
Finishing System ! 


Upon the recommendation of a Lowe Brothers 
“Finishing Specialist,” a famous manufac- 
turer of turret lathes* put Thermo Sprafil 
to the test. He found that the Thermo Sprafil 
finishing system minimized the need for sand- 
ing; made it possible to eliminate one coat 
of finish formerly required! He also found 
that spray coating provided a much faster 


finishing method than the tedious knife- 
blade application previously employed; that 
double handling and back-tracking of work 
were eliminated! Besides getting greater 
production and better finishing results, this 
manufacturer reports that savings since in- 
stalling the Thermo Sprafil finishing system 
amount to about $5,000 per week! 


These Important Thermo Sprafil Features 
Make Such Savings Possible! 


This advertisement is based 
on facts from Lowe Brothers 
industrial case history files 
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FINISHES FOR 
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Flows out smoothly. 


Dries quickly—ready to sand or re-coat 
in a few hours. 


Dries smooth, free from “pin-holing.” 


Eliminates sanding of wheels, levers and 
similar small castings— minimizes time 
where sanding is essential. Sands easily! 


You may benefit by the experiences of this 
manufacturer and the many others whose 
factual reports prove beyond question that 
Lowe Brothers new Thermo Sprafil system 
produces better finishing results at much 
lower cost. Permit a Lowe Brothers “Finishing 
Specialist” to present the full story without 
obligation. Write today! 


THE LOWE BROTHERS COMPANY «¢ Dayton 2, Ohio 
Industrial Division 


Lowe Brothers 


INDUSTRY 
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KIRK’ Blum 


FUME CONTROL SYSTEM 


L 
La 


‘a 


KIRK & BLUM Fume Control on an Automatic Plating Machine 1 
in a noted auto ignition parts plant. Note hinged anode access | 
and inspection doors just above tank top. 


iii ii i A slit Swill cicadas . 
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2. LOWERS MAINTENANCE COSTS 


4. IMPROVES wo 


RKING CONDITIONS 


5. ELIMINATES DAMAGE TO OTHER EQUIPMENT 


anism in the center, thereby keep- 


Considering the cost of plating 
equipment, can you afford to be 
without really efficient fume con- 
trol? In both large and small 
plants, Fume Control Systems en- 
gineered, fabricated and installed 
by KIRK & BLUM have shown sub- 
stantial savings by increasing the 
life of plating equipment. 


A hood—with convenient access 
openings encircles the tanks —pre- 
venting cross currents and reduc- 
ing air volume requirements. 


Fumes are picked up at the out- 
side of the tank, clean air is 
drawn over the machine's mech- 


ing damaging corrosive fumes 
away from costly moving or me- 
chanical parts. 

Let a KIRK & BLUM Engineer sur- 
vey your plating operations with- 
out obligation. Write for Booklet 
F, showing typical installations. 
The Kirk & Blum Mfg. Co., 3116 
Forrer Street, Cincinnati 9, Ohio. 


UL LULL 


FUME CONTROL SYSTEMS 
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Analyze Finish Application Troubles 


NY common finishing difficulties 

may result from simple causes which 

minor adjustments will correct. The 

causes are sometimes so simple that 
they may be overlooked, resulting in lost pro- 
duction or an inferior quality finish. In paint- 
ing any particular assembly the most efficient 
combination of spray gun movements to pro- 
duce the desired coverage should be carefully 
worked out. With any spray gun there are a 
number of important adjustments with which 
the operator should be familiar. Best results 
are dependent upon such factors as the proper 
flow of material from the nozzle, correct pro- 
portioning of atomizing air pressure to flow 
of material, and proper spray width. Another 
point to keep in mind is that finishing material 
should be prepared for use according to the 
manufacturer’s directions. 

One trouble reported! as a common finishing 
difficulty is breaking of the liquid, which re- 
sults in partial precipitation out of solution of 
film forming solids. This can be due to use of 
the wrong solvent, in which case, if the break 
is slight, the slow addition of the proper sol- 
vent along with constant agitation may effect 
a good result. Over-reduction of finishing ma- 
terial is also a common cause of this difficulty. 
Addition of fresh material will often bring the 
entire batch back to the proper state. If the re- 


Sherwin-Williams Company Brochure CFP-513—''Com- 
mon Problems in Product Finishing.” 
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IN VAPOR DEGREASING 


WHEN SO MUCH 


DEPENDS ON A QUALITY SOLVENT 


IT PAYS TO SPECIFY 


SPEEDY, DEPENDABLE... \\. THICLENED 


“TRICLENE” D Trichlorethylene is the result of over 20 
years of research and practical experience in the degreasing 
field. Made under carefully controlled conditions by the 
pioneer manufacturer of degreasing solvents in the U. S., 
each shipment of “Triclene’’ D is carefully pretested for sta- 
bility and purity... must meet test standards higher than those 
established by military and federal specifications (MIL-7003 
and O-T-634). Yet “Triclene" D costs no more than other 
leading brands of degreasing solvents. 


\ 
|i 
-* 


Prawat® 
——— 


@, -METAL OHO REASINO Coane j 
> THC mLORETH TENE 


~, 

°, 
“4 * 
fo wnt 


“Triclene” D is available nationally in 55 gallon drums 
and tank cars of various sizes. Distribution points in over 100 
principal cities are ready to serve you with prompt deliveries. 
And trained Du Pont technical representatives with broad 
experience in the field will be happy to work closely with 
you in keeping your degreasing installations operating at 
peak efficiency. 

E. |. du Pont de Nemours & Co. (inc.), Electrochemicals 
Dept., Wilmington 98, Delaware. 





Send for your copy of “Vapor Degreasing with 
Du Pont Non-Flammable Solvents.” It shows you how 
and where “Triclene” D can be used to save time 
and cut costs in metal cleaning. 


G30 AaDIVGeaPBarvyY 
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BETTER THINGS FOR BETTER LIVING 
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THROUGH CHEMISTRY 


E. |. du Pont de Nemours & Co. (Inc.) 
Electrochemicals Dept., Wilmington 98, Deloware 

Please send me detailed information on Vapor Degreasing 
and more facts on 
products. 


applications, advantages, equipment used 
Du Pont "Triclene” D. We are interested in cleaning 


Nome ___Position 


Firm 





Street & No 





City 





ZMESTIER 
Basket. MM 


iT NESTS 
If TIERS 


— is interchangeable with 
the standard NesTier shop 
box-and performs many 
extra functions 


The NesTier Basket, built to standard 
NesTier dimensions, can be transport- 
ed by roller and overhead conveyors, 
on pallets and skids—can be carried 
easily by hand. 


This important NesTier unit simplifies 
finishing operations — eliminates need 
for changing containers when dipping, 
cleaning or degreasing. Available in 
two standard sizes. Heavy-gauge steel, 
zinc plated. 


PRODUCTS FINISHING ENGINEERS — WRITE 
FOR FREE DESCRIPTIVE BULLETIN TODAY 


Our service includes complete engineering advice to 
systematize small parts handling in your plant. 


NESTIER 


1v NESTS<IT TIERS 





The Chas. Wm. Doepke Manufacturing Co., Inc. 
Rossmoyne, Ohio Metal Specialties Division 
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| pattern is 
| Streaks may also be caused by tipping 
| the spray gun, in which case one side 
| of the pattern hits surface from short- 
;er distance causing more material to 
| be applied at this point. A dirty air 
|cap or fluid tip may 

|top or bottom pattern. 
| will cause more material to be applied 
|at top or bottom of pattern. To correct 


ducer is added too fast without suffi- 
cient stirring, breaking may result. 
| Break may occur if finishing material 
is subjected to extremes of either heat 
'or cold; for best results material 
| should be kept at a temperature of 70 
to 75 deg. F. Natural oxidation of the 
material, if allowed to remain open in 
the air over a period of time, may 
cause break. Addition of proper 
amounts of solvent, plus infusion of 
fresh material, will put the batch into 
condition if oxidation has not proceed- 
ed too far. It is usually good practice 
to choose a reducer of greater solvent 


| strength than originally recommended. 


Smoothness of Coat 


Defects in smoothness of films ap- 


| plied on the finishing line are objec- 


tionable because they detract from the 
decorative quality of the finish. Sag- 


| ging of the finish may be caused by 
| either over-reduction or by 
| slow a solvent. The application of too 
| heavy a coat or uneven distribution of 
| the spray 
| troubles. If sags and runs are due to 


use of too 


coating may give sagging 


too much material applied on the sur- 
face, fluid pressure to the spray gun 
should be cut down or operating speed 
increased. If spray gun is tilted at an 
angle, more material is supplied where 
closest to the surface. 


cause a heavy 
“Split spray” 


this condition, fluid pressure should 
be increased or width of spray de- 


| creased. 


If the finish is applied in strong sun- 


light the result may be top drying fol- 


lowed by slippage of film on vertical 
surfaces. On the other hand, lack of 
flow of finish material may be due to: 
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Air-DR 
SH 
spray, DIP_ OF — 
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FoR PRODUCT 
AND inNoDUST 


Gt thaw, pacts on, 
~ KEM LUSTRAL 


cilia modern multi-purpose enamel! 


Here’s the versatile finishing material industrial users asked for—KEM 
LUSTRAL—one top-quality enamel that gives you all these advantages 
... and more— 

—will air-dry or bake 

—may be brushed, sprayed or dipped 

—has outstanding durability, gloss retention and weather resist- 

ance—interior or exterior 
—does double-duty as a product finish or for maintenance painting 
—gives lasting protection for wood or metal. 


KEM LUSTRAL is one of a complete line of industrial quality product 
finishes available through Sherwin-Williams Branches in all principal cities. 
Consult your classified telephone directory for location of Branch nearest 
you. Ask for a copy of KEM LUSTRAL Brochure KL-511. Or write The 
Sherwin-Williams Co., General Industrial Division, Cleveland 1, Ohio. 


Services of trained industrial finish specialists 
available in your area through nearest Branch 








Another Product of | 
Snerwin-Wituiams 
INDUSTRIAL RESEARCH 


INDUSTRIAL FINISHES 
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insufficient reduction; use of solvent 
with too fast an evaporation rate; im- 
proper atomization of spray gun; and 
application of too thin a film. 
Orange Peel 

The presence in a spray lacquer of 
large proportions of extra fast evapor- 
ating solvents may lead to blushing in 
humid weather, and to orange peel as 
a result of poor flow. The degree of 
this orange peel type of defect depends 
greatly on the speed of evaporation of 
the volatiles because the spray appli- 
cation deposits the lacquer on the sur- 
face in the form of small globules, and 
the sprayed material must be kept 
fluid for a sufficient time to allow these 
globules to flow together into a con- 
tinuous, smooth film. Lacquers contain- 
ing large proportions of rapidly evap- 
orating solvents dry up too rapidly to 
allow this “flowing-together’’ process 
to complete itself. Commercial lacquers 
generally contain a mixture of both 


the slowly evaporating flow-producing 
materials and fast evaporating ma- 
terials. Common causes of orange peel 
and other spray finishing defects are 
summarized in Table I. 

The atmospheric temperature at the 
time the lacquer is applied may influ- 
ence the smoothness of the finish, 
since the evaporation rate of volatiles 
increases? about 50 per cent by a rise 
in temperature of only 18 deg. F. Thus, 
a finishing composition in which the 
volatiles are only just good enough 
under winter conditions of application 
may give films of considerable orange 
peel under summer conditions. 

Spray Gun Technique 

Understanding a few basic rules of 


spray painting can improve quality 
and avoid numerous finishing troubles. 


“Paint and Varnish Technology’’—Edited 
by Wm. von Fisher, Reinhold Publishing Corp., 
New York. 


NEWCOMB-DETROIT 


PIONEERS IN ENGINEERING, MANUFACTURE AND INSTALLATION OF 


i INDUSTRIAL OVENS 
Be BOOTHS 


PARTS WASHERS 
DUST COLLECTORS 
AIR SYSTEMS 


ESTABLISHED 
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1912 


DETROIT DIVISION—GRAND RAPIDS DIVISION-— 
NEWCOMB INDUSTRIES LTD., WINDSOR DIVISION 


For Bulletins and 
Quotations,Wire, 
Write or Call— 


NEWCOMB - DETROIT 


5761 Russell St., 
Detroit 11, Mich. 


TR 3-2100 
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Wurlitzer Piano Finishing Rate 
Up 33% with Hot-Spray Lacquer 


Quality Finish Also 
Cuts Rubbing and Handling Time 


Before specifying hot lacquer, the finishing 
department in the Rudolph Wurlitzer 
piano factory at Delxalb, Illinois, put out 
160 pianos in a 12-hour day. Since switch- 
ing to the hot-spray process, the same 
number of pianos are now finished in a 
normal 8-hour day. Hot lacquer not only 
gives the famous Wurlitzer a better finish 
with fewer rejects, but also reduces appli- 
cation time. Because a piano is a large 
item, this faster finishing alleviates a floor 


« ‘eo ad » i > * a « 4 ! . 
space proble m in the bar fain. ifter case parts of the piano are assembled, 
final coats of hot gloss lacquer are applied, 


Cellulose Products Department 
HERCULES POWDER COMPANY 


927 Market Street, Wilmington 99, Del. 
Specification Lacquers for SPECIFICATION 


Finishing Military Items £& 
LACQUERS 
for defense finishing. Send for : 5 P 

this handy guide to specifica- 

tion lacquers that helps you 


Learn more about lacquer 


decide which finish you will 
need in performing govern- 
ment contracts, Specification 
numbers are listed, as well as 


an index to uses. 


Completed upright with hot lacquer finish. 
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Table I 





SOME SPRAY PAINTING TROUBLES AND REMEDIES 
TROUBLE POSSIBLE CAUSES SUGGESTED REMEDIES 





. Dirty air cap and fluid tip. . Remove and clean cap and tip. 
. Gun stroked too close to surface. 2. Stroke 6-10 inches from surface. 
. Trigger not released at end of . Release trigger after every 
stroke. stroke. 
Gun stroked at wrong angle to . Gun should be stroked at right 
surface. angles to surface. 
. Paint too cold. . Use an approved paint heater. 
. Paint applied too heavy. . Calculate depth of wet film. 


. Dirty air cap and fluid tip. . Remove and clean cap and tip. 

. Insufficient or incorrect over- 2. Follow the previous stroke accu- 
lapping of strokes. rately. Deposit a wet coat. 

. Gun stroked too rapidly. . Take deliberate slow stroke. 

. Gun stroked at wrong angle to . Gun should be stroked at right 
surface. angles to surface. 

. Stroking too far from surface. . Stroke 6-10 inches from surface. 

. Use minimum air pressure needed. 

. Clean fluid tip and air cap. 

. Heat paint to get good flowout. 





STREAKS 


. Too much air pressure. 
. Split spray. 
. Paint too cold. 


. Paint not thinned out sufficiently. 1. Add correct amount of solvent 
by measure. 


. Paint too cold. . Heat to get good flowout. 

. Not depositing a wet coat. . Check solvent. Use correct speed 
and overlap of stroke. 

. Gun stroked too rapidly. . Take deliberate slow stroke. 

. Increase air pressure or reduce 

fluid pressure. 

. Using wrong air cap or nozzle. . Select correct air cap and nozzle 
for material and feed. 

. Gun stroked too far from surface. 7. Stroke 6-10 inches from surface. 


. Overspray striking a previously . Spray detail parts first. 
sprayed surface. End with a wet coat. 


. Insufficient air pressure. 


ORANGE-PEEL 


. Not triggering at each stroke. . Release trigger after stroke. 

. Stroking at wrong angle. . Stroke at right angle to surface. 

. Stroking too far from surface. . Stroke 6-10 inches from surface. 

. Wrong air cap or fluid tip. . Use correct setup. 

. Depositing paint film of . Make it a practice to calculate 

irregular thickness. the depth of wet film. 

. Fluid pressure too high . Reduce pressure. If pressure keeps 
climbing, clean regulator on pres- 
sure tank. 

7. Air pressure too high. . Use minimum air needed. 


(Adapted from data made available by Bede Products, Inc.) 


EXCESSIVE PAINT LOSS 
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Skin Specialist for Office Machines! 











OsO1F6 MAKER OF FINE 


Y OFFICE Y 
EQUIPMENT 
FINISHES 


Make no mistake about it—the finish you choose 
for your office equipment is as important to it as 
smooth, attractive, unblemished skin to a human 
being. Whether you manufacture, refinish or 
recondition office equipment, consider Ran- 
dolph’s highly specialized research and re- 
sources as a mighty ally in supplying the finish 
your product needs. 

What is your product? Typewriters? Adding 
machines? Metal office furniture, filing cabinets, 
staplers, letter openers? From an amazing variety 
of finishes—Randolac, Metallic Randolac, Ran- 
dolph Colored Lacquers, Baking S.G. Enamels, 
Texture Enamels—Wrinkle, Hammered Metal 
Finishes and Baking Primers—you can achieve 
a surface coating that will serve your product 
better at less cost! 


More than 60% of Randolph's output is 
specifically formulated for individual customers. 
Tell us what you want—and be sure to get a 
finish that will show and keep your product at 
its best! 








Write for our brochure “P’’ on office equipment 
finishes. We will be glad to send it to you—free. 
Consult us if you have any finishing problems. 


RANDOLPH 


PRODUCTS COMPANY 
CARLSTADT, NEWJERSEY 














Fig. 1 — Diagram showing 
proper method of making a 
spray gun stroke. Gun is 
triggered at both start and 
finish of stroke. Gun should 
move in a straight line and 
stroke should not be arched. 
(Photo courtesy The DeVil- 
biss Co., Toledo 1, Ohio) 


screw on the spray gun. 
Turning this adjusting 
screw to reduce the ma- 
terial flow increases the 








One of the most elementary factors 
that should be understood is the proper 
method of spray painting a flat sur- 
face. Figures 1 and 2 illustrate the 
two most important factors to watch. 
The proper method of making a spray 
gun stroke is to avoid swinging the 
spray gun in an arc. It is perhaps nat- 
ural for an inexperienced operator to 
wave the gun as he sprays. This is 
undesirable because arcing the gun 


turns it directly off the target, especi- 

ally at the ends of the stroke. 
Another thing wrong with the arc 

method is that too much paint is ap- 


plied at the center of the stroke and 
too little at the extreme ends. The dis- 
tance between the gun and the work 
may vary almost 2 to 1 throughout the 
stroke. One common trouble under 
such conditions is that the center of 
the stroke is wet while the ends are 
dry. Arcing the spray gun makes it 
impossible to apply a uniform coating. 

The proper procedure is to hold the 
gun at right angles to the surface at 
all times and to trigger the gun at 
each end of the stroke as shown in Fig. 
1. Begin the stroke, then pull the trig- 
ger. At end of stroke, release trig- 
ger before stroke is completed. 

One mistake which often accounts 
for improper use of the gun by an op- 
erator is the practice of adjusting the 
fluid flow by means of the adjusting 
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spring tension on the trigger. This 
makes the trigger more difficult to pull 
and maytire theoperator’s hand. Thus, 
there is a tendency not to properly 
trigger the gun. To overcome this dif- 
ficulty, it is recommended that the 
fluid adjusting screw on the gun be 
left wide open, and that the necessary 
adjustment be made at the pressure 
feed tank or at the fluid regulator. A 
good rule to follow is to use the lowest 
air pressure possible for satisfactory 
results. Once the fluid and air pres- 
sure for a particular job are deter- 
mined, the adjustments should be set 
and not changed until the job is fin- 
ished. 

Another important factor is to hold 
the spray gun perpendicular to the 
surface at all times. Figure 2 illus- 
trates by solid lines the correct posi- 
tion in which the spray gun should be 
held. Dotted lines indicate an incorrect 
position of the gun. Spray guns are de- 
signed to be held, generally, six to eight 
inches from the work. The operator 
should decide on a particular distance, 
depending upon the pattern and speed 
of flow of the material he happens to 
be working with at the time. Once set, 
this distance from the work should be 
kept constant for uniform results. In 
the spraying process, solids are atom- 
ized and solvents are vaporized. The 
optimum distance should permit the 
maximum effect in both, with the prop- 
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=== American: Cuemican Pans Company 


AMBLER PENNA. 


PROCESSES 


Technical Service Data Sheet 


Subject: HOW TO MAKE PAINT STICK T0 
GALVANIZED IRON WITH ||THOFORN 





INTRODUCTION 


“Lithoform” forms a dense, zinc phos- 
phate coating on zinc, cadmium, and 
galvanized surfaces — including Galvan- 
neal, cadmium plated steel, zinc plated 
steel, zinc base alloys, and zinc base die 
castings. The “Lithoform” coating, which 
is non-metallic and inactive, retards reac- 
tion between alkaline metal oxide and the 
paint film. Peeling and loss of adhesion 
are thus greatly retarded on painted Lith- 
orized zinc and cadmium. 


ADVANTAGES OF 
“LITHOFORM” 


“Lithoform” forms a durable bond for 

paint. It is economical. It eliminates fre- 

quent repainting. It protects both the 

paint finish and the metal underneath. 

“Lithoform” meets these Government Fin- 

ish Specifications: 
QQ-P-416 Photograph by courtesy of 
RR-C-82 Murray Manufacturing Corp. 
MIL-E-917A (Ships) Murray Circuit Protectors are fully 
JAN-F-495 magnetic and provide maximum pro- 


AN-F-20 tection for both domestic and indus- 
= trial wiring. Housings are of galvanized 


USN. Appendix 6 iron which is Spray Lithorized for long 
THE LITHORIZING PROCESS paint life. 


“Lithoform” can be applied by brushing or spraying the work with simple hand 
equipment, by dipping it in tanks, or by spraying it in industrial power washers. 

Brush. Galvanized bay windows, cornices, rain gutters, hardware, building siding, 
truck panels, and farm equipment are typical of the many surfaces that are treated 
effectively with Brush “Lithoform”’. 

Dip. This grade is used for coating cleaned surfaces of such typical products as 
cabinets, refrigeration condensers, etc., immersed in heated solutions in tanks. 

Spray. The spray process is the most logical one with which to coat sheets, coiled 
strip or duplicate products best processed on a conveyor. 




















CHEMICALS! Write FOR FURTHER INFORMATION ON “LITHOFORM” | CHEMICALS 


AND ON YOUR OWN METAL PROTECTION PROBLEMS. 


PROCESSES PROCESSES 
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Fig. 2—Spray gun should be held perpendicu- 
lar to the surface being coated, as indicated 
by the solid lines in this illustration. 
(Photo courtesy The DeVilbiss Co., 
Toledo I, Ohio) 


this, the sides should be painted up to 
within 1 or 2 inches of the corners as 
shown in Fig. 4. Then, by holding the 
spray gun at an angle with the cor- 
ner, it can be raised and lowered to 
coat both sides of the corner simul- 
taneously. 


Spray Gun Motions 


An important practice which has 
been found to increase the efficiency of 
spraying operations is the principle of 
keeping a continuity of motion from 
the time the gun is triggered when 
starting to paint an article until the 
gun is off and the article is painted. 
Wherever the shape of the article 
permits, it should be painted com- 
pletely without shutting off the gun. 
In finishing certain kinds of work this 
can be facilitated by mounting the ar- 
ticles on a fixture which can be revolv- 
ed easily. 





er amount of thinner losses 
between the spray gun and 
the work. 
Spraying Corners 

The improper method of 
spraying corners ,such as are 
encountered in finishing cabi- 
nets, cases and other assem- 
bled products is shown in Fig. 
3. When the spray gun is op- 
erated up and past the cor- 
ner, as shown, in painting 
one side, a certain amount of 
spray is sure to be deposited 
around the corner. As a re- 
sult, when the other side is 
sprayer, there will be over- 
spray around the corners on 
both surfaces. To remedy 


Fig. 3—Improper method for spray- 
ing corners. This technique deposits 
overspray. 

(Photo courtesy The DeVilbiss Co., 
Toledo 1, Ohio) 
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Investigate these shortcuts 
to surer finishing results! 


KEMCLAD®—The ‘‘White-for-Life'’ 
Appliance Finish. Food acids, spat- 
tered grease, even household chemicals 
won't mar its lasting beauty. 


TOP TV FINISH FOR TOP TV SETS. 
Meets new problems encountered in TV 
finishes. Has high resistance to tempera- 
ture changes. 


KEM® ART METAL WRINKLE FINISH. 
A single-coat baking enamel producing 
interesting textured effects. 


DIMENSO ® ONE-COAT. A single-coat 


system for hammered or opalescent 


finishes, 


me 
Products of 

SHeawin-Wiitiams 

MOUSTRIAL BEStaeCcH 
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ad to help your product finish 
ee help increase sales 





——___—_—— 


Many sales of many products start with the finish. Here's 


a new booklet that describes and illustrates effective 
methods of featuring the finish to provide added sales 
appeal for your manufactured products. It shows how you 
can cash in on this important feature by identifying the 
finish with the Sherwin-Williams name and trade-mark. 

Marketing-minded manufacturers, more and more, are 
realizing that ‘‘one good name deserves another’’—that 
the Sherwin-Williams name, allied with their own trade- 
mark, contributes the added sales appeal of the best- 
known name in finishes. There's no easier way to say, 


“This is a quality finish’’ to so many people, so quickly. 
Ask your Sherwin-Williams representative for a copy 
of Booklet B767, or 


General Industrial Division, Cleveland 1, Ohio. 


write The Sherwin-Williams Co., 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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Fig. 4—By holding the spray gun 

at an angle with the corner, it can 

be raised and lowered to catch both 

sides of the corner simultaneously. 

(Photo courtesy The DeVilbiss Co., 
Toledo 1, Ohio) 


thereby painting the hub in 
one continuous motion. In 
any spray finishing opera- 
tion, it is desirable to deter- 
mine the fewest number of 
strokes and least amount of 
motion necessary to obtain 
the desired coverage. The de- 
sign and use of suitable fix- 
tures will assist in carrying 
out this principle in finishing 
many types of metal prod- 
ucts. 


Keep Spray Gun Clean 








Where the object to be painted is of 


such a shape that it can be sprayed 
while it is rotated, the gun can be held 
open from beginning to end of the 
stroke. Figure 5 shows the method used 
in spraying the metal hubs of wheels. 
The work here is held and rotated by 


the work holder. For this job, a 5-inch 
spray is used. As the hub rotates, the 
operator simply pulls the trigger back 
and turns the gun in a 2-inch arc, 


Proper performance of the 
spray gun is of utmost importance in 
modern production spray finishing. A 
spray gun will do its job well if in- 
spected regularly, cleaned, lubricated, 
and worn parts replaced promptly 
when needed. To clean a spray gun 
which has been used with a cup, thin- 
ner or suitable solvent should be si- 
phoned through the gun by inserting 
tube through open container of that 
liquid. When a gun in used with a pres- 





Fig. 5—Where the ob 
ject to be painted is 
of such a shape that 
it can be sprayed 
while it is rotated, 
the gun can be held 
open from beginning 
to end of stroke. II- 
lustration shows a 
wheel hub being 
sprayed in one con- 
tinuous stroke using 
rotating work holder. 
on courtesy The 
eVilbiss Co., Toledo 
1, Ohio) 
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Skilsaw reports 
improved clean- 
ing before paint- 
ing and assembly. 


ERE is another case illustrating the high cleaning effi- 
ciency of Phillips degreasers. Skilsaw, Inc., Chicago, 
uses a Phillips Model 60 electric batch-type machine to 
clean both aluminum and iron castings, steel stampings, 
shafts and screw machine parts. These parts must be thor- 
oughly cleaned before painting and assembly of the finish- 
ed product. Among the types of soil removed are coolants, 
kerosene, drawing oils, and just plain shop dirt. 

Skilsaw reports that the Phillips unit cleans their parts 
better, as well as 3 to 4 times faster than their former 
method. Thus production is speeded up and better control 
is assured over the quality of the finished product. 

Check into the time and money you can save with 
Phillips Vapor Degreasing. Our representative will be 
glad to discuss your parts cleaning problem with you. 


[Phillips 
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3457 TOUHY AVENUE ° 





ENGINEERED METAL 


Above: Metal parts are 
thoroughly cleaned in 
Phillips high efficiency 
Model 60 degreaser. Inset 
shows condition of parts 
after degreasing. 
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SEND FOR YOUR COPY 
OF THIS NEW BULLETIN 
Describes and illustrates 
Phillips engineered met 
al cleaning equipment. 








CHICAGO 45, ILLINOIS 


MANUFACTURING COMPANY 


CLEANING 


EQUIPMENT 
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Fig. 6—Illustration shows an 
acceptable method of im- 
mersing the ‘‘business end’’ 
of a spray gun in thinner. 
Vessel used should be shal- 
low enough to keep thinner 
level below packing. 
(Photo courtesy The Binks 
Manufacturing Co., 
Chicago 12, Ill.) 


Keep thinner 
level below 
packing 


tank or gravity bucket, 
after the material hose 








Thinner 








is removed the gun 

should be turned upside down and thin- 
ner poured into the fluid opening. In 
both cases the trigger should be moved 
constantly to flush out the passage- 
way and to clean tip of needle. 

It is poor practice to place an entire 
gun in thinner. This should be avoided 
as solvents remove lubricants and dry 
out packings. Caustic alkaline solu- 





There's No Substitute for Me... 
in Your Finishing 
Department! 





dust, lint and 

sand particles 
from any surface 
with Detroit Handy 
"Tac" Rags before 
painting. Save time 


ind materials. Ready a 


hTohitidelaifela 
Guaranteed! 


Standard of the FINISHING INDUSTRY Since 1934 
DETRO MFG. & SALES CO., CULVER CITY, CALIFORNIA 
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tions, likewise, should not be used for 
cleaning spray guns as they destroy 
aluminum alloys which may be used 
in gun bodies and parts. It is good 
practice to place the nozzle and fluid 
connection of the spray gun in the thin- 
ner as illustrated in Fig. 6. The vessel 
used should be shallow enough to pre- 
vent thinner from reaching packing, 
otherwise it will be dried out and result 
in gun spitting. 


Palladium, a precious metal of beautiful 
white color and possessing high strength 
and good fabricating qualities, is gaining 
favor throughout the world as the newest 
precious metal for jewelry and adorn- 
ments. 





CORRECTION 
On page 26 of the October, 1952 
issue, the phrase “non-impinging 
Burdette burners” was used. This 
phrase should have read “non-im- 
pinging Eclipse burners. 








For further information on any 
product mentioned in this issue—use 
the READER SERVICE CARDS be- 


tween the covers. 
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IMPORTANT FACTS | 
ABOUT NIBRI-CEL No. 1 


Best of all-fibrous filtering mediums 


%& Made of 100% pure fibrous cellulose 


¥%& Exact fibre lengths maintained, permitting 
“sharpness” of filtration 


¥% Blended by a new-type machine which insures 
uniformity 


¥%& Forms easily-cleaned layers which do not 
"slough-off” 


¥% Provides efficient depth filtration 


¥% Quickly forms a pre-coat on either screen-type 
filters or cloth and paper dressed presses 


¥%& Rapid forming of pre-coat offers tremendous 
advantages in “setting” 


¥% Eliminates clogging of cloth and screen wires 


¥%& Fibrous structure maintains steady flow 
through the filters 


¥% Especially adapted to low-cost clarification work 


NOTE: When Nibri-Cel No. 1 is used, the filter is ‘'set” by using 
only 2 oz. of material for each square foot of filter surface. 
Usually no addition of filter material is required on the run. 


Order Nibri-Cel No. 1 Through Any Harshaw Sales Office 


THE HARSHAW CHEMICAL co. 


1945 E. 97th STREET, CLEVELAND 6, OHIO 


CLEVELAND + CHICAGO «+ CINCINNATI + DETROIT + HOUSTON 
LOS ANGELES + NEW YORK «+ PHILADELPHIA «+ PITTSBURGH 
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Get all three of these important production 
advantages now .. . select top quality Atlantic 
Grinding Wheels, expertly engineered to meet 
your specific snagging requirements. 
MAXIMUM SAFETY: Every Atlantic Wheel made 
— from the 2 inch on up — is test run at a 50% 
higher speed than that required for normal 
snagging operations. That means less wheel 
breakage . . . greater on-the-job safety right 
from the start. 


INCREASED PRODUCTIVITY: Whatever the job, 


ATLANTIC 


“JOB-FITTED” 
Grinding Wheels 


for... increased productivity 
. « - lower operating costs! 


Atlantic Grinding Wheels provide maximum 
wheel strength for continuous, high-speed opera- 
tion. All are made with a special resinoid bond 
to assure extra wear .. . designed to cut 
cleaner, faster. Their smooth floating action re- 
quires less pressure, reduces fatigue and makes 
work easy. 


LOWER OPERATING COSTS: Because Atlantic 
Wheels seldom have to be dressed, they elimi- 
nate the need for frequent replacements .. . 
assure lower operating costs on job after job. 


Check these time and money-saving advantages for yourself. Send for 


the new Atlantic Grindin 


on Speed-Tested Wheels 


Wheel Catalog today — get the full facts 
r every job in the shop. Atlantic Abrasive 


Corp., 567 Pearl St., So. Braintree, Mass. 


“WHERE EVERY WHEEL IS 


mA SPEED TESTED" 
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NOW DIAL INFRARED HEAT 
WITH CHIROMALOX 


® BAKING ® PREHEATING 
® DRYING ® CURING 

® DEHYDRATING 

and many other 
applications 





: 


NON-BREAKABLE 


P é eS ef 


CHROMALOX Electric Radiant Heaters are a 
new and proved solution to process heat problems. 
They give you all of these production advantages: 
1, Infrared radiation in longer wave lengths which are a 

absorbed with almost equal speed by all colors and There's nothing to break—nothing 


surfaces. to shatter and contaminate work in 
2. Uniform blanket of heat without hot spots. process when Chromalox Radiant 


3. Infinitely variable heat, adjustable to the work from Heaters are on the job. 
zero to 100% range, provided by dial controls. * 


4. Quick, low cost oven construction by interlocking units 
into desired assemblies. VERSATILE APPLICATION 
In addition—all-metal Chromalox Radiant Heaters 
are unbreakable and immune to shock, vibration, 
steam and splashed liquids; safe with volatiles. 


Why not check this new production line tool? 
See how it can fit into your finishing operations. 


‘ 
, 


‘ 
~~ -A_A_A_A_A_*# 


— 
. 


~wewrewryvrww 


ae ee 
ee we es 
4 
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Send for complete Application File 


You'll get details on many jobs Chromalox Radiant Heaters are 
doing in industrial plants; and you'll likely find application ideas : 
which can point the way to added savings and increased production. Cross-section views of a few of the 
many oven designs possible with 
Chromalox Radiant Heaters. 


wW IC 55 


electric heat for modern industry 
EDWIN L. WIEGAND CO., 7552 Thomas Boulevard, Pittsburgh 8, Pa. 
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faster heat transfer for 50% of the cost 


Stainless Steel Platecoils in a large variety of standard sizes or 
stondard single embossed Platecoils rolled to specific diameters as 
shown above are finding increasing use in industry because they 
solving heat transfer 
Simplified and less 
4. Higher heat transfer rate. 


give five basic advantages in 
1. Lower first cost. 2. 
3. Takes less space in tank. 
pipe joints in solution. 


Send for complete 
technical manual and 
descriptive Bulletin 
No, P50. 


SPECIALLY FABRICATED 
PLATECOILS FOR THE 
TEXTILE AND CHEMICAL 
INDUSTRY 


problems. 
installation. 
5. No 


costly 


BLATECOIL 


KOLD-HOLD MFG. CO. 


LANSING 4, MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A _ Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoil unit provides 
much greater BTU transfer per unit 
crea than con be obtained with pipe 
coil. Quick heating tank 
mean more hours of pro- 


starts in 
solutions 


ductive tine. 


Stainless 
Steel 
Platecoils 
Available 
Now! 
LOW FIRST COST 


The initial cost of Plate- 
coil is eften 50% orf 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materiais used in 
construction 


EASY 
INSTALLATION 


By the use of ‘‘quick 
change hangers’’ Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
or leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22'' x 47° Platecoil 
gives the same heat 
transfer surface as 32 
feet of 11/2’ pipe. This 
pipe requires a space 
approximately 30° x 
60°’. Platecoil thus soves 
about 50% over equi 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and _ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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® 


THE FIRE-SAFE—LABOR-SAVING 
METHOD THAT ELIMINATES, 


HEAVY OVER-TIME FOR SCRAPE DOWNS 


You'll never know how simple and easy .. 


. and inexpen- 


sive... it is to peel-off all accumulated overspray until 
you use “LIQUID ENVELOPE”, the original and still 
the most satisfactory “strip coating”. Why not order a 
5 gallon can at the drum-lot price today ? 


BETTER FINISHES & COATINGS, INC. 


268 Doremus Ave., Newark 5, N. J.* 122 East 7th St., Los Angeles 14, Calif. 





Aviation Lwbricants Co., San Diego, 


alif. 
General Spray Equipment Co., 
Boston, Mass. 


Bay State Spray Equipment Co., 
Springfield, Mass. 


Lea Manufacturing Co., Waterbury, 


Conn. 


Edgcomb Steel of New England, 
Milford, Conn. 


Kellermann Paint Co., 
New York 


Grapek Paint Co., Newark, N. J. 
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New York, 


DISTRIBUTED BY 

H. J. Gettemuller Co., Inc., 
Baltimore, Md. 

R. W. Renton Co., Cleveland, Ohio, 
Indianapolis, Ind. 

Supplee-Biddle-Steltz Company, 
Philadelphia, Pa. 

Deon & Barry Co., Columbus, Ohio 

Vic Miner Co., Toledo, Ohio 

Abrasive & Supply Co., Detroit, 
Mich. 

Melson Industrial Supply Corp., 
Grand Rapids, Mich. 

O'Donohue Sales Co., Milwaukee, 
Wisconsin 


Paints & Lacquers, Inc., Chicago, 
Ilinois 

Tanner & Co., Indianapolis, Ind. 

Metal Goods Corp., St. Louis and 
North Kansas City, Mo.; Dallas 
and Houston, Texas; Denver, 
Colo.; New Orleans, La.; Tulsa, 
Oklahoma. 

Hubbard & Stau, Los Angeles, Calif. 

The Plastic Paper Co., Los Angeles, 
Calif. 

C & H Supply Co., Seattle, Wash. 

Hugh Russel & Sons, Ltd., Montreal 
and Toronto, Canada 
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A new manufacturing plant to serve 
East Coast customers was recently open- 
ed by the PARKER RUST PROOF COM- 
PANY at Mountain View, N. J. Parker 
products for surface treatment of metals 
will be made and shipped from the new 
plant to the metalworking industry 
throughout the eastern part of the nation. 

Establishment of the Mountain View 
plant completes an expansion of the man- 
ufacturing facilities of*the company. The 
original plant at Morenci, Mich., has been 
doubled in size and production capacity. 
The West Coast is served from Maywood, 
Cal., and a Windsor, Ontario, plant 
serves Canada. 


Ground has been broken in Sharonville, 
Ohio, for a new $200,000 plant for the 
CINCINNATI CLEANING & FINISH- 
ING MACHINERY CO., manufacturer 
of industrial cleaning, washing, and paint 
finishing equipment. The plant, which 
will have 15,000 sq. ft. of floor space, will 
employ approximately 50 persons. The 
Sharonville plant will be the firm’s first 
manufacturing facility in Cincinnati. The 
company now operates two plants in Iron- 
ton, Ohio. 


KELITE PRODUCTS, INC., manufac- 
turers of cleaning and processing com- 
pounds and steam cleaning machines, has 
completed its new factory and sales offi- 
ces at Berkeley Heights, N. J. William 





New factory and sales offices of Kelite Products, Inc. 
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ACME “4atomatic POLISHING and BUFFING 
MACHINES ate dependable tn production! 


This ACME Automatic 
40°’ Rotary shown has a 
six-station indexing table 
arranged with four ACME 
type G-1 adjustable float 
ing head buffing lathes 
equipped with polishing 
belt arm attachment. 
ACME Automatic Rotaries 
are available in indexing 
table sizes from 18°’ to 
10’ diameter and up to 
24 ft. with continuous 
tables. 





CATALOG 
ON REQUEST 








ACME rpeatomatics PROVIDE EFFECTIVE 

SOLUTIONS TO PROBLEMS OF POLISHING e 
BUFFING e GRINDING e@ DE-BURRING e 
WIRE BRUSHING @ MICRO-FINISHING e 


For nearly 50 years ACME has successfully solved many difficult production 
finishing problems. This varied experience and specialized engineering is your 
strong assurance of performance that will cut high man-hour costs with effi 
cient high production machine-hours. 


For recommendations, send blue prints of part or samples before 
and after finishing, with detailed information on finishing 
operations and production requirements. If production methods 
will cut your costs, we can set your job up in our experimental 
department and you can inspect it in operation. 


fX ME Manufacturing Lo. 


1400 €. 3 MILE RO., DETROIT 20 (Ferndale) MICH. 


Ad OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR WEARLY HALF A CENTURY 
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Sorenson, vice-president in charge of buck, Conn. This company manufactures 
manufacturing and sales for the Atlantic alkali cleaners, and a complete line of 
division will head the new plant. Head- polishing and buffing compounds, the 
quarters of Kelite is in Los Angeles with premium line of which is a dispersable 
additional plants in Chicago and Dallas, bar known as Solubar. 
and Service Offices in 86 principal Ameri- Dr. Young will devote his time to the 
can cities and 15 countries abroad. improvement of the products of the Ap- 
ley N. Austin Co., and Mr. Austin will 
continue to function in his capacity as 
vice-president and general manager. 


THE PORCELAIN ENAMEL PROD- 

UCTS CORP., a division of the Bettinger THE NEWCOMB-DETROIT COM- 
Corporation of Waltham, Massachusetts, PANY has announced the acquisition of 
has acquired full ownership of the Veos Windsor Metal Fabricators, Ltd., a 
porcelain-on-steel wall tile manufactur-  Cgnadian firm in Windsor, Ontario. This 
ing process from the Whirlpool Corpora- subsidiary will be called Newcomb In- 
tion of St. Joseph, Mich., according to an dustries, Ltd., and will manufacture in- 
announcement by Robert A. Weaver, Jr., dustrial ovens, spray booths, parts wash- 
president. ers, dust collectors and general metal 

fabricating work at a new location on 

London Street in Windsor. This shop has 


approximately 10,000 sq. ft. of floor space, 
C @) | b A N 1 3 S and is completely equipped. 


Dr. C. B. F. Young, well known consult- Formation of a new Hooker subsidiary, 
ing electrometallurgist, has purchased HOOKER CHEMICALS, LIMITED, a 
the APLEY N. AUSTIN CO. of Pequa- 3ritish Columbia corporation, has been 





For Dust Free Finishes! 
BOND TACK CLOTH 


STAYS SOFT AND TACKY — 
A SPECK-FREE FINISH EVERY TIME 


Now Available in Rolls or Cut Bulk——White or Gold 
In Three Different Types of Cloth 
Get your Tack Cloth packed just the way it's easiest for you to use 
. either in 150 yard rolls of 36’ wide cloth or in handy cartons 
IN ROLLS 100 or more Tack Cloths to the carton. 
No matter which way you buy it, you can be sure that every 
Cut off any size piece a 5 inch will stay SOFT and TACKY until the very last bit is 
used up! 

to use as needed. The Cut Bulk size is 18’’ x 36°’ folded to 4¥2"’ x 18" for ease of 
handling. ALL BOND TACK CLOTH is Spontaneous Combustion 
Proof, Lint-Free and Wax-Free. Gives a sparkling speck-free Finish 

every time. Clean and sanitary. No waste. 


TRY THEM and COMPARE RESULTS. Samples Gladly Sent Upon Request. 


BOND CHEMICAL PRODUCTS CO. 


he Tacky Wiper Specialists’’ 
2639 N. CLYBOURN Ave. CHICAGO 14, ILLINOIS 


IN BULK ALSO INDIVIDUALLY PACKED IN GLASSINE ENVELOPES 
Cut and folded. —144 to the Carton 


Ready to use. A WARRANTY OF SATISFACTION IN EVERY CARTON 
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“Sealed Disc’’ Filters were de- 
signed especially for plating 
rooms. They're smaller, compact, 
and more portable than ordinary 
conventional Filters, and they are 
also performing satisfactory re- 
sults on many acid dips, deate 
cleaners, and solvents. 


You Can Be Sure With A ‘‘Sealed Disc’’ Filter 


More and more cost-minded platers depend on 
Alsop “Sealed Disc” Filters to remove dirt, dust, 
and sludge from their plating solutions. They 
get better finished plated work—they save time 
and labor, and their plating solutions last longer. 
The ‘Sealed Disc” Filter assures positive, trou- 
ble-free performance that’s se against even 
the invisible impurities that cause nodules and 
porousness—proof against rejects and reworking. 
There’s a ‘Sealed Disc” Filter “to fit your job” — 
write for complete information, the Alsop Engi- 
neering Corporation, 711 Keen Street, Milldale, 
Connecticut. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Pumps, Tanks, Mixers, Agitators 
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DIPPED NEOPRENE 
INDUSTRIAL GLOVES © 


The rough-surface 
gripping. And Neoprene withstands gasolines, oils, 
greases and corrosive chemicals. 


They can help prevent costly accidents 


fingers assure positive, easy 


COMFORTABLE —The curved finger construction 
conforms to the natural curve of hand—eliminates 
straining and pulling. Highly flexible, they permit 
easy, natural working motions. 

ECONOMICAL —They are built for long wear and 
tough service. Full range of sizes, lengths and 
weights. U.S. technical men will be glad to analyze 
your glove needs and recommend the correct glove 
for each of your jobs. Available from your nearest 
United States Rubber Company Branch 


U.S. INDUSTRIAL 
GLOVES © 


UNITED STATES RUBBER COMPANY | manufacturers of 
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announced by R. L. Murray, president of 
Hooker Electrochemical Company, Niag- 
ara Falls, New York. The new company 
is acquiring a plant site on Burrard Inlet 
which will provide for future manufac- 
turing of Hooker chemicals in this area. 


NEW POSITIONS 


A. DONALD KELSO, executive vice 
president and director of Norton Behr- 
Manning Overseas Incorporated, became 
president of that company succeeding 
HERBERT A. STANTON who is retiring. 
The announcement was made by Milton 
P. Higgins, president, Norton Company. 

An expert on foreign markets, Mr. Kelso 
has been in the coated abrasives business 
since 1921. He is a director of Behr-Man- 
ning Corporation, and was formerly presi- 
dent of Durex Corporation and Durex 
Abrasives Corporation. 

Mr. Stanton has served Norton Com- 
pany for over 40 years. An authority on 
international banking as it affects the ex- 
change of money, he is a well-known fig- 
ure in the major markets of the world. 


Appointment of R. F. LEDFORD, 
director of sales and research, Industrial 
Filter & Pump Mfg. Co., Chicago 50, Illi- 
nois, has been an- 
nounced by Ralph 
E. Liedberg, vice 
president and gen- 
eral manager. 

Mr. Ledford was 
formerly  superin- 
tendent of finish- 
ing, Sunbean Corp- 
oration, and prior 
to that sales engi- 
neer, Hanson-Van 
Winkle - Munning 
Company. He is 
president of the 
Chicago branch 
and member of the oe, ) 
research commit- . 
tee A.E.S., also a 
member of the R. 
Electrochem - 
ical Society and American 
Testing Materials. 


as 


F. Ledford 


Society for 


Announcement is made of the election 
of ELDEN E. BOLDS, of Cleveland, as 
director of Edwin L. Wiegand Company, 
Chromalox electric 
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There are few Dust and Fume conditions which cannot 
be successfully analyzed and properly ventilated by 
Young & Bertke Engineers and Systems. 
Dust threatens everyone — its effect is devastating. 
The best of machinery cannot operate. Dust causes 
breakdowns, wastes time, operating hazards and 
spoilage on the assembly line. 
Do you want your plant advertised by your neighbors ( “ 
i@ 
} 


ia 
} 
rf 
; 








4 as having fumes coming from it? 
Remove Dust and Fumes at their source with a Young 
| & Bertke system. Efficient control for all types of F { 


a Industry. 


DESIGNED » FABRICATED a INSTALLED 


02 @ BSR « 


DUST and FUME CONTROL @ OVENS @ SPRAY BOOTHS 
2291 BUCK ST. - CINCINNATI 14, OHIO 


ee eT one ee 
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heating equipment. Mr. Bolds is a part- 
ner in the firm of Anderson-Bolds, Inc., 
Wiegand representatives in Cleveland. 


PATRICK A. CAVUTO, formerly in 
charge of the electroplating department 
of Muzak Corporation, has joined the 
sales and. service 
department of the 
Electroplating Di- 
vision o f United 
Chromium, Incor- 
porated. Mr. Cav- 
uto recently com- 
pleted a compre- 
hensive training 
course at the De- 
troit laboratories of 
United Chromium. 
He is now selling 
and servicing the 
complete line of 
Unichrome plating 
processes, materl- 
als, and equipment 
in the New York 
City area. 

3efore World 
War II Mr. Cavuto, 
who attended the University of Roches- 
ter, was employed as Assistant Purchas- 
ing Agent for the Will Corporation, deal- 
ers in laboratory apparatus and supplies. 


Patrick A. Cavuto 


Announcement is made by Ernest G. 
3rown, vice president and general mana- 
ger of the United States Rubber Com- 
pany’s Passaic, N. J. plant of the appoint- 
ment of HENRY W. WILLARD as plant 
manager. Mr. Willard succeeds William 
C. Bowker, who retired. 

Mr. Willard started with the company 
in 1929 and after holding various positions 
was promoted to the office of general 
superintendent in 1950. He is a graduate 
of Cornell University. 

PURDY MILLER has been appointed 
manager of molded goods sales, according 
to W. A. Tipton, sales manager of the 
Mechanical Goods Division. 

Mr. Miller, who will make his head- 
quarters in Passaic, N. J., was formerly 
assistant manager of the Chicago branch. 


JACK S. BRUNDAGE has joined the 
New England sales and service staff of 
the organic coatings division of United 
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Chromium, 
Incorporated. Mr. 
3rundage, a mem- 
ber of the New 
Haven Branch of 
the American Elec- 
troplaters’ Society, 
will sell and serv- 
ice the complete 
line of Unichrome 
lacquers, enamels, 
and synthetics with 
particular empha- 
sis placed on clear 
coatings for bright 
metal finishes. 

Mr. Brundage, a 
resident of Stam- 
ford, Connecticut, 
was an employee of 
the Zapon Division 
of the Atlas Pow- 
der Company from 1936 until June of 1952. 
He served in the U. S. Army for five 
years and upon his release returned to 
Zapon as a sales engineer and held that 
position until joining United Chromium. 


Jack §. Brundage 


Rapid Electric Company, Bronx, New 
York, has announced the appointment of 
FRANK LaMANTIA as chief purchasing 
agent. One of Mr. LaMantia’s chief re- 
sponsibilities will be coordination of pro- 
curement with production schedules. 


RAYMOND 
DEARTH has join- 
ed the Udylite 
Corporation, De- 
troit, Mich., as 
sales engineer for 
the northern  In- 
diana area. 

3ef ore joining 
Uavyriitts, Br. 
Dearth, a chemical 
engineer, was with 
the Anderson Com- 
pany, Gary, In- 
diana, as a rubber 
technician and 
metal finishing en- 
gineer. He _ spent 
five and one half 
vears in the U. S. 
Army, and prior to 
that he was associated with both the U 
S. Rubber Company and the Firestone 
Tire and Rubber Company. 


Raymond Dearth 


December, 1952 





@ Highlight your product with an attractive finish... 
for as the finish is the final step in production, it is 
the first step toward sales. @ Upon request, our 
competent staff of technicians will carefully analyze 
your finishing needs with a constructive, critical 
viewpoint — will then prepare a sample coating 
that best fits your purpose. @ We invite you to take 


A advantage of this service without cost or obligation. 


{ 


3 Research, Quality, Service 


we VARNISH 
Affiliate OM ppany- 


GORDON BARTELS CO. ROCKFORD, ILLINO!IS 


Roller Coating Specialists - . 
A lanufacturers of Protective and Decorative Coatings 
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SOLOMON R. BAKER, of Worcester, being responsible for the significant de- 
Mass., and Beverly Hills, Calif., has been velopment of rectifiers in the metal fin- 
elected president of Pyrene Manufactur- ishing industry. 
ing Company of Newark, N. J 


Enthone, Inc., 
New Haven, Conn., 
manufacturers of 
chemical products 
and processes for 
finishing of metals 
have announced 
the appointment of 
J. H. SHOCKCOR 
as sales engineer. 
Mr. Shockcor is a 
native of Pennsyl- 
vania and received 

has been with the his B.S. in Chem- 
company since 1947 cabs 1 Engineering 
where he tirst han- from Lehigh Uni- 
dled sales engineer- versity in 1950. He 
ng for the Wagner- was employed in 
- te 4 6 Mm 27 the research labor- 
O. it Vides Electroplating Rec- atories of Enthone, 
tifier which he de- Inc., for two years, and will service En- 
veloped. thone products in eastern Pennsylv“nia, 

Mr. Tiedeman has since then become Maryland, Delaware, Washington, D.. cS. 

Chief Engineer and Operations Manager, parts of Virginia and Tennessee. 


According to an 
announcement b y 
Joseph Wagner, 
president, Wagner 
3rothers, Inc., De- 
troit, Mich., has 
elected O. H. TIE- 
DEMAN to the 
Board of Directors 
as vice president in 
charge of sales. 

Mr. ‘liedeman 


Joe H. Shockcor 


PARAMOUNT BRAND 


FELT 
WHEELS 


..- TOPS IN 


E.. the softest of Felt Wheels offers a dura- 


bility difficult to match with any other of the com- oye 
monly used fabric materials. Not only is felt tough U | i | 
and resistant to wear but when wear does occur, 

the wheel can be re-faced or re-contoured. 


The net result of this durability is longer wheel life — 

longer useful wheel life. Try a Paramount Brand Felt 

Wheel of the proper hardness competitively. Check 8 g td nr Fr LT { b i ¥ i] n ] 
it against other wheels. We are confident it will Established 1825 


A S 447 West Water Street Taunton, Massachusetts 
show you greater earnings as measured by finished Nacachiat a abeiLGs Sale iade sient acnteas. iienas 
articles per wheel life. Your Supply House con Furnish Bacon PARAMOUNT BRAND FELT BOBS & WHEELS 
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” Construct with LUCOFLEX 
the hard vinyl structural plastic 


If the life of your equipment is short, why 
not think in terms of mew materials of con- 
struction? Whether it’s valves, ducts, tanks, 
hoods or piping, think of the advantages of 
a material that is both rigid and has high 
impact strength . . . with outstanding cor- 
rosion resistance. 


Where to use LUCOFLEX 


e@ To handle, carry and hold electroplating solutions. 
e@ As corrosion-resistant electrical wire covering. 
e To carry caustic solutions, acids, some solvents in chemical 
plants. 
In food processing plants. @ In rayon-processing plants. 
In petroleum plants — gas lines, crude oil lines, and valves. 


Solve your chemical construction problems with LUCOFLEX 


Write for technical data today 


AMERICAN LUCOFLEX, INC. 
1 East 57th Street, New York 22, N. Y. 
Licensed Fabricator 
E. L. COURNAND & CO. 


3835 Ninth Avenue, New York 34, N. Y. 
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Announce- 
ment has been 
made by Cowles 
Chemical Com - 
pany, Cleveland, 
Ohio of the elec- 
tion of WILLIAM 
M. CLOSSEY as 
Secretary and 
Treasurer. 

Mr. Clossey was 
Secretary and 
Treasurer of 
Broadhead Garrett 
Company in Cleve- 
land prior to join- 
ing Cowles and be- 
fore that was a 
supervising 
accountant for 
Ernest & Ernest. 
He is a member of the Ohio Society of 
Certified Public Accountants. 


The International Tin Research and 
Development Council has adopted a new 
name and is now known as THE INTER- 
NATIONAL TIN RESEARCH COUN- 
CIL. This change will not affect the pol- 
icy of the Council nor alter its current 
activities. 


William M. Clossey 


THE NATIONAL SPRAY PAINTING 
AND FINISHING EQUIPMENT ASSO- 
CIATION was reactivated and reorganiz- 
ed recently at a series of meetings in the 
Conrad Hilton Hotel in Chicago. Mem- 
bers unanimously adopted a resolution to 
accept associate members from compan- 
ies in related types of finishing equip- 
ment manufacture, such as_ exhaust 
equipment, pumps and heaters. 

Officers elected were: president, Reg- 
inald B. Hiley, presicent of the Black 
Mfz. Co.; vice president, Alan F.. Sharpe, 
president of the Sharpe Mfg. Co.; treas- 
urer, T. L. McCorkle, M & E Mfg. Co. 


oe Oe ORC f 


GEORGE G. KNECHT, district mana- 
ger for the Hanson-Van Winkle-Munning 
Company, Matawan, N. J., died suddenly 
of a heart attack. 

Mr. Knecht spent his entire business 
life in the electroplating industry and was 
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well known throughout the field. He had 
been with Hanson-Van Winkle-Munning 
for some 30 years. He was a past officer 
of the American Electroplaters’ Society 
and a member of Hejaz Grotto. 


CHARLES H. ELDRIDGE, one of the 
early pioneers in chromium plating, died 
recently. His contribution to the growth 
of the plating industry during the past 
three decades is attested by the numerous 
technical papers and patents in his name. 
Mr. Eldridge directed the operation of 
the first job plating shop for chromium 
plating, and later was active in research 
and service work for United Chromium, 
Incorporated. 


EE RES 
meetings 


OF INTEREST 
TO FINISHERS 


Dec. 12. Newark Branch, A. E. S., An- 
nual Educational Session. 

Dec. 13. Newark Branch, A. E. S., 
Christmas Party and Banquet, 7 P. M., 
Robert Treat Hotel. 


January 17, 1953. Baltimore-Washing- 
ton Branch, A.E.S., Educational Session, 
Evening Dinner and Dance, Statler Ho- 
tel, Washington, D. C. Tickets, $6.00 per 
person, may be obtained from William E. 
Metzger, Jr., branch treasurer. 


Painting and 
Association, Chi- 


Jan. 21. National Spray 
Finishing Equipment 
cago, Lllinois. 


Jan. 24. Grand Rapids Branch A. E. 8S. 
Annual Educational Session (2 P. M.), 
and Banquet (7 P. M.), Pantlind Hotel. 


Jan. 31, Annual Meeting, Educational 
Session and Banquet, Chicago Branch, 
American Electroplaters’ Society, Con- 
rad Hilton Hotel, Chicago, Illinois. Tick- 
ets, $10.00 per person, may be obtained 
from Rudy Hazucha, banquet chairman. 


Apr. 18. Annual Technical Session and 
Banquet, Boston Branch, A. E. S., Hotel 
Statler, Boston, Massachusetts. 
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for cleaning 
prior to tempering of 
ESNA* self-locking nuts 


METALWASH spray washer installed at Elastic Stop Nut 
Corporation plant in Union, N. J. 

View at left shows a portion of ESNA’s Heat Treating Department. 
Self-locking nuts are conveyed through two American Gas Recipro- 
cating Furnaces into AGF conveyorized quench tanks. Mesh con- 
veyors carry the work into METALWASH hot spray washer where 
quenching oil is removed prior to tempering. 

METALWASH machine conveys the work directly into continuous 
tempering unit (not visible in photo). 


*ESNA is the registered trade mark FINISHing 


of Elastic Stop Nut Corp. of America. 


METALWASH Finishing Engineer, a new quarterly publication, is 
available on request to engineers and executives to whom cleaning 
and finishing are operations of interest. Please write us on your 
company letterhead if you are interested in receiving 

the METALWASH Finishing Engineer regularly. 


~ 


MACHINERY CORPORATION 
915 North Avenue - Elizabeth 4, N. J. 


representatives in principal cities 
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Gilbert Erector Sets utilize a 
variety of attractive finishes. 
Wheels are finished in red and 
aluminum lacquer; girders are 
bright zinc plated; motor parts 
are dipped in gray synthetic 
baking enamel; gears are 
brass-plated and then coated 
with clear lacquer; base plates 
are dipped in aluminum bak- 
ing enam 


(Photo courtesy A. C. Gilbert Co., 
New Haven, Conn.) 


The frame of the Schwinn “Black Phantom” balloon-tired deluxe bicycle 
is finished in black baked enamel, Fenders, rims and various fittings of 
this attractively styled bicycle are finished in bright chromium '“@® 


(Photo courtesy Arnold, Schwinn & Co., Chicago 39, Ill.) 





The model electric train here illustrated is finished basically with 
aluminum lacquer. Red, yellow and black stripes are applied on a 
masking machigpe and other aluminum parts, not painted, are buffed 
to a high ~ 


(Photo courtesy A. C. Gilbert Co., New Haven, Conn.) 


The scale model American La-France Aerial 
Ladder Truck here illustrated is manufac- 
tured from steel and aluminum. The body 


of the attractive toy is finished in fire 
engine red enamel. Ladder sections are 
highly polished alumi 
(Photo courtesy Chas. Wm. Doepke Mfg. Co., 
Rossmoyne, Ohio) 





Selenium Rectifier DC Power 
Supply 


Rapid Electric Company, 2881 Middle- 
town Road, New York 61, has announced 
a line of selenium rectifier power supplies 
designed for installation at individual 
work stations. Each of the two models, a 
300-watt unit and a 500-watt unit, oper- 
ates from a 115-volt 60-cycle line, and fur- 
nishes from 90 to 135 volts of filtered DC 
output. Output voltage may be varied in 
approximately equal steps by a 5-position 
tap switch. Output ripple is less than 5 
per cent at full load. Both units are rated 
for continuous duty at full load. 
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Traveling Infra-Red Oven 


Announcement of the availability of 
infra-red baking panels and traveling 
ovens has been made by the DeVilbiss 
Co., 300 Phillips Ave., Toledo 1, Ohio. 
Two sizes of baking panels, and three 
ovens, are available in sizes to handle 
complete cars. According to the manufac- 
turer, the ovens may be used inside the 
spray booths to bake the finish. The bake 
unit is fully automatic and is equipped 
with an electrically coupled timer and 
speed control mechanism. It also has se- 
lective switches to control individual 
lamp zones. 

The traveling 

neers 


ovens, DeVilbiss 
claim, 


engi- 
can be in- 
stalled three ways. The 
ovens may remain per- 
manently in the booth, or 
a vestibule may be added 
to the booth to protect 
the unit from overspray 
and dirt. The third meth- 
od is the addition of a 
drying area attached to 
the booth which permits 
the spraying of another 
job while a car is being 
dried. 

According to the manu- 
facturer, the infra-red 
heat bakes enamels in 30 
minutes and dries lac- 
quer and undercoats in 
10 minutes. All equip- 
ment is approved by the 
Underwriters Laborator- 
ies, Inc. 


Traveling infra-red bake 
oven. 
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HELP SPEED PRODUCTION... 


THEY ARE EASY TO WORK WITH! 


Available in a wide selection of models 


The Strand line of flexible shaft machines is 
able to meet requirements with models that 
fit shop space to best advantage... you can 
select bench or floor mount or overhead type 
depending upon your needs. They also meet 
job requirements for varying H.P. and R.P.M. 
Strand flexible shaft machines are known for 
quality and give top performance and trouble 


EASTERN SALES 
Woodberry, Baltimore 11, 
Maryland 





December, 


WESTERN SALES 
5001 North Wollcott Ave., 
Chicago 40, Illinois 


1952 


free service. They are long lasting and prove 
a sound investment. Be sure to review the 
complete Strand line before you buy. 

If your favorite distributor does not 
handle the line, for further information write 
to the nearest address shown below 


“The 


Corporation 
N. A. STRAND DIVISION 
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When employees hands are 
comfortable and properly 
protected by the right gloves 
for the job: 


@ there are fewer work 
stoppages 

® injury claims decrease 

® work goes faster, pro- 
duction increases 


—all at lower per hour 
glove cost to your plant! 


Long-wearing liquid- 
tight neoprene Stanzoil 
industrial gloves resist 
damage from acids, oils, 


Tumbling Barrel 


A tilting tumbling barrel with a direct 
drive 1 h.p. motor, developed by the Hupp 
Corporation, Globe Division, 1250 W. 76th 
St., Cleveland 2, Ohio, is said to produce 
better work action, due to the restrictive 
nature of the flask-shaped design, for de- 
burring and burnishing of all types of 
precision parts. According to the manu- 
facturer, the flask-type barrel design con- 
centrates the load into a smaller working 
area, increasing the efficiency of the tum- 
bling action. 

The machine is available in sizes for 
loads ranging to 75) pounds, and a low 
gear ratio makes it easy to lower or 
raise the barrel even when loaded to ca- 
pacity. It is constructed of continuous 
welded sections of heavy steel plate. A 
44-inch lining of abrasion-resistant rub- 
ber or neoprene, vulcanized to the barrel, 
is stated to provide effective insulation 
and give longer life to the barrel shell 
While protecting parts against nicking, 


solvents, caustics. 32 
styles, weights, sizes, col- 
ors. New PIONEER cata- 
log shows you at a glance 
how to select the most 
efficient and economical 
gloves for each operation. 
It pays you to write for 


N-36 medium 
weight all neo- 
prene glove, 11" 
length. Snug 
curved fingers, 
non-slip grip 
surface afford 
almost bare- 


hand 


your copy today. dexterity, 


Industrial Products Diviston 


Te PIONEER rubber company 


285 Tiffin Road e Willard, Ohio 


Quality Gloves for over 30 Years 


P.S. if your glove problems 
are unusual because of the nature 
of your product finishing opera- 
tions, PIONEER welcomes the 
opportunity to help you solve 
them. Write us about your needs 
and problems — you'll save 
money, improve your glove 
service. 





Flask-shaped, tilting tumbling barrel 


and scratching. Use of the lining permits 
| the barrel to be used interchangeably for 
|} deburring and burnishing. 

| All moving parts are lubricated through 


[-----------—- 
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168 HOURS 
IN SALT SPRAY 





168 HOURS 
IN SALT SPRAY 


1008 HOURS 
IN SALT SPRAY 





SALT SPRAY TESTS SHOW CORROSION RESISTANCE 


Panel of bore 24ST Aluminum, un 
treated. Extensive corrosion after 
168 hours in salt spray 


Panel of bare 24ST Aluminum, Panel of bare 24ST Aluminum 
treated with Bonderite 710. 
corrosion after 168 hours in salt 


treated with Bonderite 710. In 
excellent condition after 1008 


sproy 


hours in salt spray 


ALUMINUM gets increased corrosion resistance, 
greater durability for paint, with BONDERITE 71 0 


Here’s the surface treatment that 
practically ends the problem of 
corrosion on aluminum. Even on 
high-strength alloys, most suscepti- 
ble to corrosion, Bonderite 710 
protects bare metal for amazingly 
long periods without failure. Its 
performance as a base for paint is 
outstanding. 

Bonderite 710 produces an amor- 
phous chromate coating on alumin- 
um surfaces. It can be applied by 
spray, immersion, or brush, on 
sheets, castings, forgings and ex- 
truded and rolled forms. It operates 


FIRST SINCE 1915 


RUST PROOF COMPANY 


2172 E. MILWAUKEE, DETROIT 11, MICHIGAN 
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at low temperatures and is sludge- 
free. 

Bonderite 710 is a liquid—safer 
and easier to handle, easier to use, 
more positive in results. 

This product's performance equals 
(exceeds, in most important require- 
ments) the government specifica- 
tions for chemical treatment of alu- 
minum and its alloys. 

For bare corrosion resistance, or 
as a corrosion-resistant base for 
paint, investigate Bonderite 710 for 


aluminum. SEND FOR FREE TECHNICAL 


BULLETIN— Write today for FREE 
illustrated bulletin on “Bonderite 
710 for A ninum”. 


BONDERITE—corrosion resistant paint base 
BONDERITE ond BONDERLUBE—aids in cold forming of metals 


PARCO COMPOUND —rust resistant 
PARCO LUBRITE—wear resistant for friction surfaces 


*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg. US. Pat. OF 


PRODUCTS FINISHING 103 











Quality 
starts with 
a Superior finish 











The finish on your product reflects the 
craftsmanship, the quality of that item. 
That’s why so many metal fabricators 
specify Haskins Flexible Shaft Machines 
for all their polishing, sanding, grind- 
ing, buffing, and filing operations. Like 
this manufacturer of stainless steel sinks, 
they have found that Haskins power and 
the right attachment provide precision 
operation that assures quality production. 

Because you handle only a light hand- 
piece—not a heavy motor—you find that 
operator fatigue is reduced, production 
goes up. And multi-speed power allows 
selection of the right speed for varied 
operations. 

You'll find the right combination of 
power, speed and attachments for your 
specific application in the complete 
Haskins line. Write today and ro 8 for 
our recommendation on your grinding, 
sanding, filing or polishing job — no 
obligation, of course. R. G. Haskins Co., 
2643 W. Harrison St., Chicago 12, Ill. 


Your choice of Bench 


Mounted, Suspended, or 
Pedestal Mounted, 


FLEXIBLE SHAFT EQUIPMENT 
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alemite fittings, and bronze bushings are 
employed at all friction spots. Speeds as 
low as 17 r.p.m. are available, and stand- 
ard equipment includes variable speed 
motors which will furnish speeds of from 
10 to 35 r.p.m. 


DeVilbiss EGA Spray Gun 

A spray gun with ultra sensitive con- 
trols for fine spraying has been intro- 
duced by the DeVilbiss Company, 300 
Phillips Ave., Toledo 1, Ohio. 

The gun, Type EGA, is designed for 
small refinishing jobs, stenciling, blend- 
ing, high-lighting and decorative work. 
Its spray pattern is medium sized and 
can be adjusted to practically pin point 
size for touch-up work, according to the 
manufacturer. 








DeVilbiss Spray Gun, Type EGA 


December, 











Deburrs gears 15 times faster 
at the push of a button! 


Waut to break a big bottleneck in the production of gears and 


similar parts? Manufacturers are doing just that with the Osborn Work Holder 
Brushing Lathe 


In the plant of the White Motor Company, Truck Division, Cleveland, Ohio 
this Osborn machine deburrs and finishes gear teeth 1570% 
method 


faster than the old 
This was done formerly with a portable grinder a tedious Operation 
Now, an operator 
simply places the gear in the Osborn Work Holder Brushing Lathe, pushes a 


button and the machine does the job automatically 


that took 25 minutes for the 14-inch hypoid gears shown 


Floor-to-floor time is only 
1” minutes! Lf niformity ot finish re sults in additional tmm©e Savings in mate hing 
and assembly of gears 

It will pay you to investigate this high-speed, high-quality machine for de 
burring and finishing gears on a production basis. Call your Osborn Brushing 
Analyst today or write The Osborn Manufacturing Company, Dept 896, 5401 Ham- 
ilton Avenue, Cleveland 14, Ohio 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES 
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SET-UP IS SIMPLE. The machine is versa 
ule. If your production involves small runs 
of many different types 
and similar parts, you 
settings tor each part and operator can 
make set-up changes easily and quickly for 
cieciciameaa a 


ot gears 


can specify machine 


sily output. The complete brush 
ing cycle 1s controlled automatically by the 
electronic mer which ts set for an 
brushing interval to suit the size 


condition of part being brushed 


OPERATION IS SPEEDY. Operator 
mounts the gear easily an nickly. The 
gear advances to the wo rotating 
Osborn brushes and ¢ 

teeth makes contact with 

assure fast, positive actor 


rushed, an automatic ontrol reverses the 


firection of brush rotation on every cycle 


RESULTS ARE UNIFORM. Burrs and sharp 
edges are removed umiformly. Every gear 
tooth has smooth, uniform rounded edges 


Surfaces are ble 





INVESTIGATE IT TODAY 
for your ¢ vlems. Users report time 
ging from 20 to 15704 
Work Holder Brushing 
Lathe. Let us demonstrate what it can 
do for you! 


savings & 
with the Osborn 
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The body of the EGA is an aluminum 
die casting, which permits the use of a 
wide range of materials including latex. 
The smallest spray gun in the DeVilbiss 
line, it can be used with standard glass 
jar fluid containers of 2, 4, 6, or 16 ounce 
capacity. The trigger which actuates both 
air valve and fluid needle is designed for 
left or right hand operation. 


Semi-Portable Degreaser 


The Detrex VS Jr Degreaser has been 
announced by the Detrex Corporation, 
30x 501, Detroit 32, Michigan. Stated to 
be highly efficient, the compact unit is 
designed to clean small and medium sized 
parts at a rate of up to 600 pounds per 
hour. 

Two standard, manually operated mod- 
els are available: one of these is electric- 
ally heated, the other is steam heated. 
During operation, parts are suspended in 
pure solvent vapor which dissolves soils 
of dirt and grease. A spray of hot solvent 
flushes away any loose, stubborn soils 
which might remain. Finally, a rinse in 
pure solvent vapor leaves the work clean 
and dry. 





PAGES OF 
FACTS FIGURES 
PHOTOS ON 


BARREL 
FINISHING 


The MOST COMPLETE 
story on barrel finishing 
ever told: Opens your eyes 
to amazing new develop- 
ments in barrel finishing 
equipment - compounds, 
abrasives. Write Today! 
A-12 


UPErSHEEN 


AMERICA’S LARGEST MFGR, OF ADVANCED BARREL 
FINISHING EQUIPMENT, MATERIALS & COMPOUNDS 
ALBERT LEA, MINNESOTA 
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Semi-Portable Degreaser 


All work may be placed in baskets or on 
racks or hooks for quick, easy handling. 
The equipment is only 48 inches from the 
top to the base, affording a low, conven- 
ient working height. The interior of the 
equipment is coated with Detrex FF-1 
the new non-porous coating which is com- 
pletely corrosion-proof and unaffected by 
degreasing solvents. 

The VS Jr is stated to be easy 
stall, and economical to operate. 


to in- 


20 KW Unit Heater 
The Edwin L. Wiegand Co., 7552 Thom- 
as Blvd., Pittsburgh 8, Pa., has announc- 
ed the addition of a 26 kw. model to its 
line of UB series of blower-type electric 
unit heaters. This model is suitable for 


‘MASKING TAPE 


DIE-CUT TO YOUR EXACT SPECIFICATIONS FROM 


SCOTCH 


BRAND 
INDIVIDUAL PIECES © ANY SIZE OR SHAPE 
For quick, accurate masking operations 


prone or waite PANOCO> 


505 Carroll St., Brooklyn 15, N.Y. 
@eeaeeee 0202020200800 
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4q Battery of Paint 
Baking Ovens. 


A-Type Continuous 
Paint Baking Oven. 





wil// 
Dy, 


MW 


Wh DA 


THE LANLY COMPANY + 770 PROSPECT AVE 
CLEVELAND,OHIO 


LANLY Specialized engineers are daily 
consulting with progressive manufactur- 
ers and meeting the need for high grade, 
uniform, finishing oven production at sat- 
isfactory volumes. 


Continued repeat orders vouch for LANLY 


competence. 
Complete information and literature sup- 
plied upon request. 


4Batch-Type Oven. [ig B i ey a: + 
Lay-Down Porcelain Ai] ® 4 ; 
Enamel Dryer. : ad ope z ; 

5 a 


@ pvaes S5iP" 


" ase Le 
Bus ar ~3-F 


Multiple-pass Finishing Oven 
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floor, wall or ceiling mounting, and con- 
sists of a heavy gauge sheet metal Case. 
The heater contains one or more Chroma- 
lox Koilfin strip elements, sheathed with 
steel, and a motor blower. 


Eight-Inch Buffs 


Pressure-Cooled buffs are now available 
in sizes as low as 8-inches in diameter 
from the United Buff Products Corpora- 
tion, Passaic, N. J. The units are made 
primarily for machines in the silver and 
cutlery fields but may be used for hand 
operations. 

The ‘‘300’’ series buffs are offered as a 
companion line to the ‘500’ and ‘700’ 
series. They are available in a variety of 
cloths and densities and feature a unit- 
type, metal-center assembly. 


Combination Truck and Drain 
Rack 


A combination truck and 
that is designed for industrial 
solvents and detergents, is now 


drain rack 
users of 
being 





FUNCTIONAL FINISHES!! 


If you require your coatings to 
accomplish some specific task 
— something beyond mere 
ornamental appearance or 
average longevity — 


“Taq Us! 


We make ACRYLIC, ALKYD, 
CELLULOSIC and VINYLOID 
coatings for a very wide range 
of specialized industrial appli- 
cations. 


The Varnish Products Co. 


5204 Harvard Avenue 
Cleveland, Ohio 








Combination Truck and Drain Rack 


manufactured by Palmer-Shile Co., 12613 
Mansfield, Detroit 27, Michigan. 

To load this truck, it is tilted against 
the drum and the steel fingers are moved 
down to engage top rim of drum. Then 
the truck is rocked back to wheeling posi- 
tion. By a slight downward push on truck 
handles, the wheels are raised and the 
rack layed on the floor, thus providing 
convenient drainage of drum. The truck 
is equipped with detachable handles that 
may be removed to conserve floor space. 


Electrolytic Alkaline Descaling 


Process 


Enthone, Inc., Dept. PF, 442 Elm St., 
New Haven, Conn., has announced its 
alkaline electrolytic process, using Com- 
pound 134, for derusting of metals. It is 
claimed that the process will accomplish 
effective and complete scale removal of 
metals by the use of periodic reverse cur- 
rent. Cathodic treatment of rusted steel 





— Ik y 
Liguid Sulphur 


FOR COPPER STRIPPING NON-DANGEROUSLY 


Non-Electrolytic. 


Economical, 
No special equipment required 
Write for descriptive brochure. 


Sulphur Products Co., Inc. 
GREENSBURG 8, PA. 
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w=. Rollacoat for economy 
may GET FINER—FASTER FINISHING! 


The benefits to be gained by using the Rollacoat method of applying 
finishes and protective coatings, to practically any type of flat materials, are 
three-fold. In the first place coating speeds are greatly increased over those 
of any other method and are governed largely by how fast the coated 
materials can be handled or dried. Secondly, the coverage per sq. ft. per 
gallon is usually at least 50% greater, the only loss being the paint removed 
from the rolls at the end of a run. In the third place you obtain finer 
quality of finish due to accurate control of thickness and eveness of coat. 

The applications of Rollacoating are numerous. Top, bottom and 
sides of practically any type of flat material, whether sheet or coil stock, 
can be coated by a single pass through the machine. 

Special equipment for cleaning, treating, coating, drying, and rewind- 
ing strip in continuous process can be constructed to special order. 


Write or wire today for the 12 
page Gasway illustrated book 
describing Rollacoat Finishers, 
their possibilities and limitation. 
6463 N. Ravenswood Ave. 
Chicago 26, Illinois 
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parts is stated to accomplish rapid rust 
removal without any attack upon the 
base metal. 

The application of periodic reverse cur- 
rent, in which the work is made the anode 
from 5 to 30 seconds and then the cathode 
for a like period of time, has made pos- 
sible effective, clean removal of black 
heat treat, quenching and other scales on 
steel. Bulk descaling of small parts has 
been successfully accomplished in oblique 
tumbling barrels using a carbon electrode. 
It has also been reported that the period- 
ic reverse alkaline descaling process pro- 
duces a better surface for hard chromium 
plating with less danger of hydrogen em- 
brittlement than when acid descaling is 
done. The process is also effective in re- 
moving smut from the surface of carbon 
steel. 


Straight-Line-Action Air Sander 

National Air Sander, Inc., 2820 Auburn 
St., Rockford, Ill., has introduced its 
Model 600, straight-line action, single pad 
air sander. This machine weighs five 
pounds, operates at 3200 r.p.m., has a },- 
inch pad stroke, and 25 sq. in. of abrasive 
area. 


Black Oxide finishing for rust resist- 
ance and decorative parts. Speedy 
black coating in water solution with 
no electric current. Permanent black 
finish on ordnance parts, tools, air- 
craft, bearing races. Dazzling black 
decorative finish for television cam- 
eras, business machines, hardware, 
metal screens and machine parts. Ex- 
cellent bond for paints and enamels. 
Simple one bath operation. Write for 
bulletin H-16. Park Chemical Co., 8078 
Military Ave., Detroit 4, Mich. 
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Straight-Line-Action Air Sander 


The Mode! 600 has a built-in water spray 
for wet sanding work, and is available 
with either rubber or felt backing pads. 
Improved paper holders allow simple and 
quick paper changes. Paper size required 
is 3-2/3 by 9 inches. 

The sander has been used in autobody 
shops and on industrial production lines, 
and has proven to be reliable and efficient, 
according to the manufacturer. 


Non-Flammable Paint Remover 

The Craftint Manufacturing Co., 1615 
Collamer Ave., Cleveland 10, Ohio, has 
marketed a non-flammable paint and 
varnish remover. According to the manu- 
facturer, it does not require heat to ac- 
complish its purpose and thus removes 
the danger of fire in stripping operations. 
It works rapidly; any residue can be 
washed off with water and the metal re- 
painted immediately. It works equally 
well on small or large areas; smooth, 
rough, or serrated surfaces; and can be 
used for more than one stripping opera- 
tion. 





PERMANENT SPRAY 
GUN STRAINER 


$1.25 


q | ALL METAL —> 
PAINT 
STRAINER 


oD 95 | 


GARDNER LABORATORY, INC. 
D. 


BETHESDA « M 


2 





Send for Cataloque of Paint Testina Equipment 
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Replace 

hand finishing 
with power-driven 
PITTSBURGH 
BRUSHES for 


Pittsburgh brushes in 
use at Westinghouse 
ElectricCorp.,remov- 
ing slag from test 
plates used in welding 
equipment. Westing 
house reports better 
finish in less time, in 
comparison with for 
mer hand methods. 


e Better Cleaning « Fewer Rejects 
e Lower Labor Costs 


—as these companies did: 


Removal of imbedded slag in welding test 
plates formerly was done by hand at the 
Westinghouse Electric Corp., Trafford, 
Pa., using a wire brush and welder’s ham- 
mer. Pittsburgh brushes, powered by a 
direct-drive '/) h.p. motor, now remove 
more slag in less time, and produce a bet- 
ter finish. In addition, Westinghouse re- 
ports their Pittsburgh brushes ‘“‘stand up 
better than average in use.”’ 


Complete cleaning of dried concrete, rust 
and scale from steel frames used in con- 
crete forming is essential prior to re-using 
the forms. Pittsburgh wire brushes were 
installed at the Universal Form Clamp 
Co., Chicago. Working on a conveyor-fed 
machine, the Pittsburgh brushes now re- 
move all foreign material at a rate of 50 
pieces per hour, replacing former laborious 


PITTSBURGH 


co——- 


hand brushing and scraping. 


De-scaling preheated bar stock at the Do- 
minion Forge & Stamping Co., Ltd., 
Canada, was formerly done by hand 
scraping. This never did a complete job, 
and inclusions resulted which produced 
defective forgings. Pittsburgh brushes, on 
specially-designed machines, now do the 
job, and have “‘increased efficiency, de- 
creased the amount of scrap, improved 
work quality, and saved labor.”’ 

WRITE TODAY FOR FREE BOOKLET! 
Write today for a free copy of our booklet 
that shows, through actual case histories, 
how Pittsburgh cuts brushing costs. Ad- 
dress: PitrsBURGH PLATE 
Giass Co., Brush Div., 

Dept. W-8, 3221 Frederick 
Ave., Baltimore 29, Md. 


DcrV ae 


’ 
G BRUSHES * PAINTS * GLASS * CHEMICALS *{PLASTICS ¢ FIBER GLASS 


PITTSBURGH PLATE GLASS COMPANY 
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The manufacturer also states that this 
paint stripper does not corrode aluminum 
and should be applicable to aluminum 
components for the aircraft, truck body, 
and automotive industries. It can also be 
used in removing overspray from paint 
spraying equipment. 


Plastic Ducts 
Process Equipment 
Avenue, Cleveland, Ohio, an- 
availability of a complete 
line of solid plastic corrosion-proof fume 
ducts, hoods and accessory equipment. 
General construction is offered in poly- 
ester glass combinations as well as Rig- 
ivin, rigid vinyl type, and Rigidene, poly- 
ethylene type. 

Rigidon, the 
resin combination, is stated to have a 
high strength-weight ratio and good re- 
sistance to acids. This plastic material 
will withstand operating temperatures in 
200 deg. F'., and is claimed to be 
easy to install. 

Units are standardized in both round 
and rectangular duct sections and hood 
designs and manufactured in accordance 


Heil 
Elmwood 
nounces the 


Corp., 12901 


excess of 





eae Delivery 

VAPOR 
7 DEGREASERS 
* aamco “and TANKS 


VAPOR DEGREASERS pg .s ™ 


Manual and 
Automatic 
Complete equip- 
ment for: Anodiz- 
ing, Phosphating, 
All Plating Proc- 
esses: to comply 
with all gov‘t. spe- 

cifications. 


PLASTIC © WAX @ MELT TANKS @ AGITATORS 
RECTIFIERS @ OVENS @ FILTERS 


Send for literature 


VAPOR — SPRAY — VAPOR 


Gas heated (thermostatically controlled) vapor 
spray unit for cleaning electronic equipment. Note 
the compact exhaust system and heavy duty split 
cover. 

RANDALL MFG. CO., INC. 


801 EDGEWATER RD., NEW YORK 59, N. Y. 
DAyton 3-3900 - 1 - 2 


glass reinforced polyester 
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Round and rectangular duct sections and fume 
hood constructed of Rigidon glass reinforced 
polyester 


with the latest recommendations for ven- 
tilating open process tanks by the Ameri- 
can Standards Association. 


P-30 Finger Buff 


R. Churchill Co., 7523 Fayette 


The Geo. 

t., North Quincy 71, Mass., has announc- 
ed the development of a finger buff, called 
the P-30, which is stated to be ideal for 
hand buffing and 
machine opera- 
tions. 

Each buff finger 
of this buff is con- 
structed by folding 
the cloth in pleats, 
and setting each 
pleated buff finger 
at the proper angle 
on the wheel. This 
pleated construc- 
tion traps and 
holds the cut- 
ting compounds for all kinds of polishing 
and buffing requirements. The P-30 is pro- 
duced in all types of cloth and in all sizes 
from 6 to 18 inches diameters. 


P-30 Finger Buff 


Sicon Heat Resistant Finish 
Sicon, a silicone base finish noted for 
its heat resistance properties, is now 
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Brake shoes “shined” at 66% savings 


by 3M Abrasive Belts! 


PRODUCTION PROBLEM: Tocut highunit 
costs of finishing brake shoes. Manufac- 
turer found ordinary abrasive belts wore 
out after preparing only 50 units for bond- 
ing of linings. Frequent belt replacement 
kept abrasive costs at a high $.009 per 
finished unit. 

RECOMMENDATION: 3M Sales Engineers 
suggested that Wagner Electric Corpora- 


tion (makers of Comax Brake Linings) 
switch to longer-lasting 3M Abrasive Belts. 
RESULTS: An immediate reduction in 
abrasive costs! Each 3M Belt finished 150 
brake shoes—cut costs to only $.003 per 
finished unit. 

Learn how 3M Abrasive Belts can cut 
your costs, too. Send coupon today for 
full information. No obligation, of course 


MINNESOTA MINING & MFG. CO. 
Dept. PF122, St. Paul 6, Minn. 


Abrasive Belts. 


oo oe ee ee ee ee ee ee ee ee ee ee es 
Pressure-Sensitive Tapes, ‘‘Scotch’’ 
Rubberized Coating, ‘‘Scotchlite’’® Reflective Sheeting, ‘‘Safety-Walk’’® 


Makers of ‘‘Scotch’’® 
hesives, ‘‘Underseal’’® 


Send me complete information on 3M 


Made in U.S.A. by 
MINNESOTA MINING & MFG. CO. 
General Offices: St. Paul 6., Minn. 

In Canada: London, Ont., Can. 
Export: 122 E. 42nd St., New York City. 


) Sound Recording Tape, “3M'’® Ad- 


Non-Slip Surfacing. 
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CTL Immersion Heater 


available in decorative colors 
according to an announcement 
by Midland Industrial Finishes 
Co., Waukegan, Ill. These for- 
mulations are said to stand up 
with excellent film adhesion in 
the 400-500 deg. F.. range with- 
out losing gloss, and without 
powdering or losing color. 

Color applications of Sicon in 
tans, whites, beiges, blacks, 
and golds have already passed 
stringent laboratory tests and 
have been proved on the pro- 
duction line, it is stated. It is 
predicted that the finish will 
open up a new horizon to engi- 
neers working on products for 
which it is desired to combine 
colorful eye appeal with reten- 
tion of color and gloss in the presence of 
sustained heat. 


CTL Immersion Heater 
Design of an immersion-type electric 
heating unit for electroplating baths has 


Ye < lela Till es 
Motion 


Rubs, Polishes 
.. for Dry 
or Wet Finishing 


Powerful, direct-connected (no gears), 
3450 r.p.m., 100-120 v AC air-cooled motor. 


All sealed ball-bearing construction. Die-cast 
alurninum housing, polished. All-position han- 
dles. In hand weight only 5 Ibs. Insulated with 
ground wire for wet as well as dry sanding or 
rubbing. Available accessories—deep contour 
pads, surface plates, felts, etc. Takes any sheet 
abrasives—3 covers 444” x 64%” from standard 
9” x 11” sheet. 

A time saving quality tool priced so every 
worker can have one. 


Write for Circular 


fi Wa MANUFACTURING CO. 
Sy ach 4 1895 So. 52nd Ave., Cicero 50, III 
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been announced by Edwin L. Wiegand 
Co., 7552 Thomas Bivd., Pittsburgh 8, Pa. 
The CTL heater has a thick lead sheath 
Which resists corrosive acid action of 
copper, chrome, and nickel solutions. 
The new unit is stated to offer many 
advantages over steam heating, such as 
no dilution of the bath from live steam. 
The heater, which is simply hung over 
the side of the tank, is rated at 5 KW. at 
230 volts. Terminals are protected by a 
moisture-tight housing, and _ separate 
thermostatic control is possible for fully 
automatic temperature regulation. 


PRODUCT LITERATURE 





For further information on 


any product mentioned in this 
issue—use the READER SERV- 
ICE CARDS between the covers. 











Dimenso One-Coat. The Sherwin-Wil- 
liams Company, General Industrial Divi- 
sion, Cleveland 1, Ohio, now has avail- 
able Brochure D-506, which states the 
features and film characteristics of Di- 
menso One-Coat, a hammered finish. The 
brochure lists application suggestions 
under such topics as method, adjust- 
ments, surface preparation and drying. 
Results of a fingerprint test and a baking 
schedule are included. 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 


Commercial rhodium plating was developed 
in our laboratories. 


BAKER & CO., INC. 


113 ASTOR STREET, NEWARK 5, N. J. 
NEW YORK e SAN FRANCISCO #® “CHICAGO 
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Nestier Tote Box. The Chas. Wm. 
Doepke Manufactu.ing Co., Inc., Ross- 
moyne, Ohio, now has available a 4 page 
bulletin which fully describes and depicts 
the company’s line of tote boxes. Illus- 
trations explain how these boxes nest or 
may be tiered. Specifications are in- 
cluded. 


Alumon. A four-page colored brochure, 
is available from Enthone, Inc., Dept. PF 
442 Elm Street, New Haven, Conn., which 
describes plating on aluminum by the 
Alumon process. 

The brochure highlights the advantages 
of this plating method, presenting details 
on such characteristics as metals that 
can be plated, throwing power, installa- 
tion and plating costs. 


Rodine Selection Chart. A _ technical 
service data sheet, No. 13-1-1-4, on Ro- 
dine, a standard pickling acid inhibitor, 
has been released by American Chemical 
Paint Company, Ambler, Pennsylvania. 





— = 


ENGLISH WALRUS 


Polishing and Buffing 
All Metals 


Available in full Sides, half Sides, 
Pieces, Strips, Bobs and Wheels 
SCO English Bull Necks 
SCO English Buffalo 
SCO English Polishing Ox Bends 


Availab!e direct or through your local jobber 
SCO Importers 
Sole United States Agents 


SCO Importers 
Stuart C. Olsen Company 





WEST ROAD NORFOLK 1, CONN. 
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This handy reference chart shows the 
uses of Rodine with sulphuric, muriatic 
and mixed acids. Characteristics such as 
temperature limitations, solubility, acid 
strength and other data are listed. 


Industrial Heat Exchangers. A_ two- 
page data sheet which illustrates and de- 
scribes the Industrial unit heat exchanger 
for plating solutions has been prepared 
by Industrial Filter & Pump Mfg. Co., 
5900 Ogden Ave., Chicago 50, Ill. Applica- 
tions and advantages of this single unit 
for heating and cooling are listed and 
specifications are given. 


Dust and Fume Control, The Young & 
Bertke Co., 2235 Buck St., Cincinnati 14, 
Ohio, has released an 8-page catalog il- 
lustrating and explaining the company’s 
line of equipment for dust and fume con- 
trol in the finishing industry. Attractively 
printed in color, the catalog lists the many 
applications of dust control systems. 


Cone-Loc Drum Sanders. A four-page 
two-color booklet which illustrates the 
Cone-Loec Drum Sander, a light, balanced 
polishing wheel, is available from The 
Carborundum Company, Niagara Falls, 
N. Y. Data and specifications for rubber 
cushioned and felt cushioned models are 
included. 


Bulletin G 10. Metalwash 
Corporation, 901 North Avenue, Eliza- 
beth 4, N. J., now has available a 
brochure on Metalwash equipment for 
washing, pickling, drying and painting 
operations. The booklet depicts and dis- 
cusses the various units which the com- 
pany manufactures. Important facts and 
features, advantages and applications of 
these various units are pointed out. 


Machinery 


Catalog No. 60. Frederic B. Stevens, 
Inc., Detroit 16, Mich., now has available 
catalog No. 60 which fully describes and 
depicts Stevens Automatic Barrel Plating 
and Processing Machines. Special appli- 
cations for these machines, the ‘‘C’’ and 
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Nltonal Ae Sandee 


STRAIGHT-LINE ACTION...SINGLE PAD 








FAST «- LIGHTWEIGHT - VIBRATIONLESS 














Here is National’s new, powerful, high-production 
sander which weighs only 5 pounds but operates at 
3200 rpm. Rapid stock removal is assured by the 5/16” 
stroke and 25 sq. in. of abrasive area. Either felt or 
rubber backing pads are available, and a built-in water 
spray makes wet sanding easy. National manufactures a 
complete line of block sanders, offering either orbital 
or straight line action... electric or air driven. 


NATIONAL 


Write for further information today! 








NATIONAL AIR SANDER, INC. 


2820 AUBURN ST. ROCKFORD, ILLINOIS 
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Porcelain enamel frit 
from the new Osaka, Ja- 
pan plant of the Ferro 
Corporation is used in the 
holloware manufacturing 
plant of Nitto Enamels, 
Ltd., Tokyo, Japan. Assist- 
ing in the transporting ef- 
fort are two enthusiastic 
boosters of Ferro - Japan 
frits; (left) Mr. Teiken 
Harada and (right) Mr. 
William E. Braden. 


(PRODUCTS FINISHING 
Staff Photo) 





Super “FE” are taken up in detail. Such 
special features as complete automatic 
loading and unloading are also included. 


Sheet and Plate Fabrication is the title 
of a brochure which has been issued by 
The Kirk & Blum Manufacturing Co., 
3116 Forrer Street, Cincinnati, Ohio. Con- 
taining over 40 pages of illustrations of 
the fabricating plant facilities, the book- 
let also gives a comprehensive view of 
many of the typical parts and products 
the firm regularly manufactures. 

The products illustrated are made from 
galvanized and black sheet steel, a wide 
range of alloys including aluminum and 
stainless, plate up to %-inch thickness, 
and light structurals. Plant data covers 
shearing, contour cutting, punching, 
stamping, and other operations. 


Detrex Phosphate Coatings. An 8 page 
booklet has been released by the Detrex 
Corporation, Box 501, Detroit 32, Mich., 
which illustrates and explains Detrex 
phosphate coatings for immersion and 
spray application. Printed in color, the 
booklet explains and illustrates the meth- 
ods of using coatings 701 and 702 and ce 
scribes their resistance to salt spray. 


Infra-red Baking Oven Specification 
Sheets. The DeVilbiss Co., 300 Phillips 
Ave., Toledo 1, Ohio, is offering leaflets 
listing features and pertinent data on 
various models of infra-red baking ovens 
and panels. These sheets are illustrated 
and present clearly the outstanding fea- 
tures of this equipment. Various applica 
tions and advantages are cited. 





Send NOW for this FIT-ALL 


DRUM PLUG WRENCH 


Instantly loosens, tightens 95%, 
all plugs or bungs in steel drums. 
Has 16° extra-strong steel tub- 
ing handle. Wgt. only 2 Ibs. 
Order 1 or more today! 


THOUSANDS IN USE saving 
time, labor, accidents! 
SATISFACTION 
GUARANTEED... $3.00 
Non-sparking type ... .$4.60 
Plus Parcel Post 


MORSE MFG. CO., Inc. 
125 Dickerson, Syracuse 2, N. Y. 








KEYSTONE EMERY MILLS 





Write for Sample 


For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 


4316 Paul St., Phila., Pa. 
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COMBINE 


movement with processing 


Rugged Chain Drive design with special 


rejects and handling costs retaining flights and plate edge for holding 


parts during upward movement. 


with a Cambridge Woven Wire Conveyor Belt 


Regardless of the type or size of part, or of hot, wet or corrosive proc- 
esses . . . a Cambridge belt can help you reduce rejects and handling 
costs by continuously conveying your product through the process 


medium at a controlled rate of production. 


Open mesh of the belt allows immediate drainage of process solutions 
or complete circulation of hot air or gases. Special alloy wire for wear 


resistance means long belt life, low ultimate cost. 


Want to know more? Just call in your Cambridge field engineer. He’ll 
be glad to work with you to select the best belts for your plant. Write 
direct or see ‘“‘Belting-Mechanical”’ in your telephone directory. 


The Cambridge 


FREE BELT 
; Dept. A ® Cambridge 12, Md. 


describes 
—4e$ TT 
- Cambridge t+ METAL +++ SPECIAL 
i +++ CONVEYOR}—+-+_—— METAL 
' | 
weaves, gives conveyor design tT pets. --+-teameeenanones 
+—+ 


‘= 


and useful metaliurgical data. : . 
OFFICES IN PRINCIPAL INDUSTRIAL CITIES 


December, 1952 PRODUCTS FINISHING 





as Judex, 1982— 


Alloy Plating 
Plating to Meet Today's Conditions—Myron B. Diggin 
White Brass Plating—W. B. Knighi 
Tin Alloy Plating 
Aluminum 
Electrochemical and Chemical Coatings for Aluminum 
Pickling and Etching Aluminum Alloys 
Electrodeposition of Aluminum 
Anodizing Aluminum with Oxalic Acid—Sakae Tajima 
Aluminum Plating 
Plating on Aluminum Alloys 
Anodizing 
Electrochemical and Chemical Coatings for Aluminum 
Corrosion Resistance of Anodized Titanium 
Plating to Meet Today's Conditions—Myron B. Diggin 
Corrosion Protective Films Applied to Military Aircraft Assemblies 
Chromic Acid Anodizing to Meet Military Specifications 
Corrosion Proofing Grumman War Planes—Frank L. Bonem 
Anodizing Aluminum with Oxalic Acid—Sakae Tajima 
Baking 
Hammer Finish Baked on Heater Parts in 41/2 Minutes 
Spray Finishing Automotive Parts Automatically—Frank L. Bonem 
Infra-Red Lamps at Work—Carl E. Egeler 
Bicycle Finishing in Japan—Ezra A. Blount 
New Type Ovens Increase Production of Automobile Assemblies 
and Trim Parts 
Oven Bakes 22,000 Parts in Eight Hours ; 
Barrel Finishing 
New Trends in the Chemistry of Barrel Finishing—William E. Brandt 
Mechanical Finishing Offers Advantages for Magnesium Parts 
Britehoning of Plumbing Parts Effects Large Savings—-Herbert Chase 
Abrasive Tumbling Offers Finishing Economies 
Black Coatings 
Electroplating, Metallic and Clear Lacquers Utilized in Casket 
Finishing—Ezra A. Blount 
Black Finishes 
Finishing Office Equipment with G. W. Durajet—Frank L. Bonem Oct., 6. 22 
Blast Cleaning 
Metallizing for Corrosion Prevention—Gilbert C. Close Apr., p. 58 
Rocking Barrel Blast Unit Cuts Casting Cleaning Costs May, p. 101 
Bright Dipping 
Bright Dipping Brass Compacts—Marvin Rubinstein Feb., p. 34 
Brushing 
Brushing Solves Deburring at White Motor Oct., p. 84 
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enny doesn t live here 
any more! 


7: 
\ ES. in the modern coal mine there’s 
no room for Jenny. Today, powerful elec- 
tric locomotives pull 50 times the load that 
Jenny hauled to the mine surface. 

And in today’s mine, even the tradi- 
tional pick and shovel are out-of-place! 
More than 90% of bituminous coal is now 
mechanically cut, over 70% is mechan- 
ically loaded. Result: more economical 
coal to light the way, fuel the fires, power 


the progress of America. 


But, basically, what caused Jenny to 
disappear? What’s behind American in- 
dustry’s ever-more eflicient machines that 
turn out goods at lower cost—thus making 
them available to more people? One word 
tells the story—COMPETITION. 

In the coal industry 5,000. privately 
managed coal companies compete with 
one another. When one company develops 
more efficient methods, the rest can keep 


pace only by striving to Hnprove evel 


further. No wonder that. with his modern 
machines, the American miner’s daily out- 
pul is 4 to 24 times that of any miner in 
Europe or Asia—most of whom work in 


government-¢ ontrolled coal industries. 


Just as competition spurs vou on to trying 
harder competition goads the individual 
company to deliver products that will out- 
sell. And competition keeps a whole in- 
dustry on its toes, cutting distribution 
costs, opening new outlets, delivering 
better products. 
Competition not government control 
has already made (America the most pro- 
ductive nation on earth. Competition— 
not regimentation pots the way lo ever 
greater plenty for all of us. 
* * * 
This reporton PROGRESS-FOR-PEOPLE 
rks published by this magazine in coopera- 
fion with National Business Publications, 


Inc., asa publi serUWe. 


THE COMPETITIVE SYSTEM DELIVERS THE MOST TO THE GREATEST NUMBER OF PEOPLE 
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Buffing 
The Felt Wheel—An Important Finishing Tool—Worth Colwell 
Cadmium Plating 
High Operating Efficiency in Job Lot Finishing of Small Parts 
—Frank L. Bonem 
Chromium Plating 
Properties of Chromium Plate 
Plating to Meet Today's Conditions—Myron B. Diggin 
Current Distribution in Chromium Plating 
Hard Chrome Plating on Aircraft Parts—Gilbert C. Close 
Cleaning 
Fitting Vapor Degreasers to the Job—Gilbert C. Close 
How Alkaline Cleaners Affect Magnesium Die Castings 
Machine Cleans Buffed Parts 
High Operating Efficiency in Job Lot Finishing of Small Parts 
—Frank L. Bonem 
Evaluating Surface Cleanliness 
Gun Barrel Degreaser Speeds ‘De-Mothballing’’ 
Conservation 
Conservation of Sulfuric Acid and Nickel Sulphate in the Pickling 
Department—M. H. Whitehead 
Conveyors 
Conveyor Applications in the Finishing Industry—Arthur B. Schulze 
and Frank L. Bonem 
Part I 
Part II 
Copper Plating 
Electroplating, Metallic and Clear Lacquers Utilized in Casket 
Finishing—Ezra A. Blount 
Plating to Meet Today's Conditions—Myron B. Diggin 
Corrosion 
Finishing Magnesium for Assembly Protection 
Electropolishing 
Electropolishing of Silver Shows Cyclic Behavior 
Enamel and Lacquer Application 
Lacquers for Finishing Mililtary Production 
Giant Construction Equipment, Gnome Size—Frank L. Bonem 


Finishing Commercial Trucks at Reo Motors, Inc.,—Bryant W. Pocock 


Military Uses of Organic Finishes 
Finishing Systems 

Spray Finishing Automotive Parts Automatically—Frank L. Bonem 
Conveyor Applications in the Finishing Industry—Arthur P. Schulze 

and Frank L. Bonem 

Part | 
Part II 

Bicycle Finishing in Japan—Ezra A. Blount 
Giant Construction Equipment, Gnome Size—Frank L. Bonem 
Protection of Steel Against Atmospheric Corrosion 
High Operating Efficiency in Job Lot Finishing of Small Parts 

—Frank L. Bonem 
Mica Base Paint System Increases Transformer Tank Life 

J. G. Ford and A. J. Kuti 
Hot Enamel Provides Finish on American Kitchens—Walter Rudolph 
Take Advantage of Modern Finish Application Methods 
Finishing Office Equipment with G. W. Durajet—Frank L. Bonem 
Spray Finishing Chain Blocks—By Ezra A. Blount 

Industrial Research 

An Electronic Finishing Process—John Starr 
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Jan., p. 18 


Aug., p. 18 


Feb., p. 54 
Mar., p. 38 
June, p. 114 
Nov., p. 32 


Jan., p. 32 
May, p. 62 
Apr., p. 101 
Aug., p. 18 


Oct., p. 58 
Oct., p. 86 


Aug., p. 36 


Apr., p. 22 
May, p. 34 


Mar., p. 18 
Mar., p. 38 


Mar., p. 78 


Aug., p. 68 


Jan., p. 60 
June, p. 104 
July, p. 20 
Aug., p. 46 


Feb., p. 20 


Apt., P. 22 
May, p. 34 
June, p. 88 
June, p. 104 
July, p. 52 


Aug., p. 18 


Aug., p. 30 
Sept., p. 21 
Sept., p. 60 
Oet., p. 22 
Nov., p. 60 


Oct. p. 42 
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Iron Plating 
Plating to Meet Today's Conditions—Myron B. Diggin ; 38 

Lacquering 
Hot Lacquer Provides Finish for Dental Equipment—Ezra A. Blount 
Bright Dipping Brass Compacts—Marvin Rubinstein ; 34 
Electroplating, Metallic and Clear Lacquers Utilized in Casket 

Finishing—Ezra A. Blount : 18 

The Hot Spray Method of Finishing Passenger Car Bodies-—J. B. Wiesel 
Hot Spray Lacquer Schedule for Finishing Armored Tank Pe ae y’- 

Magnesium 
Mechanical Finishing Offers Advantages for Magnesium Parts , p. 90 
How Alkaline Cleaners Affect Magnesium Die Castings 

Masking Materials and Methods 
Rubber Masks Expedite Defense Production Oct., p. 86 
Metallic Coatings 

Metallizing for Corrosion Prevention—Gilbert C. Close Apr., 58 
Chromium-Alloy Coatings Aug,., p. 82 
Eight Hour Metallizing Job Saves Monel Shaft Oct., 84 

Nickel Plating 
Impurities in Nickel Plating Baths Mar., p. 56 

Organic Coatings 

Mechanism of Paint Blistering in Sea Water Is Electrochemical Jan., p. 72 
Factors Affecting The Quality of Lacquer Coatings Feb., 70 
Primer Is Important in Protective Paint Coatings Feb., 84 
Finishing Magnesium for Assembly Protection Mar., p. 78 
Improving the Fungicidal Properties of Organic Coatings May, p. 88 
Methods for Measurement of Organic Finish Thickness Compared June, p. 118 
Measurement of Flexibility of Lacquer Films May, p. 92 





A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 

by spraying, dipping or rolling. It is 

used on stainless steels, high polished 

metal sheets, sheets in cold working or 

drawing, tools, dies and parts, and on 

sheets or metal parts before packaging. 

It protects against scratching and abra- 

sion, and against rust. Also available as 

a booth coat protection. 

THE : — Among many advantages, it is non- 
toxic, possesses great tensile 

strength and is easily stripped off 

in one piece. Write for complete 

information on this new strippable 

plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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Mica Base Paint System Increases Transformer Tank Life 
J. G. Ford and A. J. Kuti 
Military Uses of Organic Finishes 
Silicone Coatings Protect Under Severe Conditions 
Lacquer Viscosity Affects Application Properties and Quality of Finish 
Silicone Base Finish Stands Up Under 875 Degree Heat . 
Performance of Pretreatment Primers as Revealed by Accelerated 
Weathering Tests 
Phosphatizing 
Phosphate Coatings on Metal 
Nine Stage Unit Processes Drums 
High Operating Efficiency in Job Lot Finishing of Small Parts 
—Frank L. Bonem 
Spray Finishing Chain Blocks—Ezra A. Blount 
Corrosion Proofing Grumman War Planes—Frank L. Bonem 
Pickling 
Acid Recovery in Continuous Strip Pickling 
Pickling and Etching Aluminum Alloys 
Economy in Descaling of Shell Rings 
Plating 
Bicycle Finishing in Japan—Ezra A. Blount 
Plating on Stainless Steel 
Corrosion Proofing Grumman War Planes—Frank L. Bonem 
Plating and Lacquering 
Nikon Finishing Methods Stress Quality—Ezra A. Blount 
Plating Research 
Corrosion Resistance of Anodized Titanium 
Properties of Chromium Plate 
Possibilities of Antimony Plating 
Electrodeposition of Aluminum 
Current Distribution in Chromium Plating 
Electropolishing of Silver Shows Cyclic Behavior 
Plating Cobalt-Tungsten—Molybdenum Alloys 
Evaluating Surface Cleanliness 
Plating Solution Maintenance 
Impurities in Nickel Plating Baths 
Preparation and Maintenance of Copper and Zinc Plating Baths 
Using Substitute Methods—Myron B. Diggin 
Regeneration of Chromic Acid Solutions 
Polishing 
The Felt Wheel—An Important Finishing Tool—Worth Colwell 
Rubber Cushioned Abrasives Provide New and Broader Concepts of 
Finishing 
Porcelain Enameling 
Adherence of Cobalt Ground-Coat Enamels 


Aug., p. 30 
Aug., p. 46 
Sept., p. 50 
Sept., p. 80 
Oct., p. 8d 


Nov., p. 46 


Apr., p. 66 
May, p. 101 


.Aug., p. 18 
Nov., p. 60 
Dec., p. 24 


Jan., p. 80 
Feb., p. 78 
Oct., p. 88 


June, p. 88 
Aug,., p. 78 
Dec., p. 24 


. Pay, pi 32 


Jan., p. 
Feb., p. 54 
Apr... P. 
May, p. 
June, p. 114 
Aug., p. 68 
Sept., p. 52 
Oct., p. 58 


Mar., p. 56 


Apr., p. 40 
July, p. 76 


Jan., p. 18 


Apr., p. 100 


Apr., p. 90 


Low Pressure Spraying Shows Advantages in Porcelain Enamel Finishing —July, p. 80 


Conservation of Sulfuric Acid and Nickel Sulphate in the Pickling 
Department—M. H. Whitehead By 
Nickel Dip in Porcelain Enameling 
Rigid Production Control Assures Quality Enameled Products 
—Gilbert C. Close 
Silver Plating 
Electroplating, Metallic and Clear Lacquers Utilized in Casket 
Finishing—Ezra A. Blount 
Plating to Meet Today's Conditions—Myron B. Diggin 
Solvents 
Factors Affecting the Quality of Lacquer Coatings 
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Sept., p. 70 


Ocet., p. 39 
Mar., p. 18 
Mar., p. 38 
Feb., p. 70 
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on For more compiete information on products and processes oe 
use READER SERVICE CARDS inside covers. 


Gun Barrel Degreaser Speeds ‘De-Mothballing” Oct., 
Specifications 
Standard Finishing Specifications—Frank L. Bonem May, 
Spraying 
Hot Lacquer Provides Finish for Dental Equipment—Ezra A. Blount m 
Lacquers for Finishing Military Production Jan, 
Spray Finishing Automotive Parts Automatically—Frank L. Bonem Feb., 
Electroplating, Metallic and Clear Lacquers Utilized in Casket Finishing 
—Ezra A. Blount Mar., 
The Hot Spray Method of Finishing Passenger Car Bodies—J. B. Wiesel . Mar., 
Bicycle Finishing in Japan—Ezra A. Blount June, 
Automatic Setup for Spray Painting Shells—A. W. Gudge Apr., 
Hot Spray Lacquer Schedule for Finishing Armored Tank Sept., 
An Electronic Finishing Process—John Starr Oct., 
Analyze Finish Application Troubles Dec., 
Stainless Steel 
Plating on Stainless Steel Aug., 
Surface Conversion Coatings 
Electrochemical and Chemical Coatings for Aluminum Jan., 
Bicycle Finishing in Japan—Ezra A. Blount June, 
Corrosion Protective Films Applied to Military Aircraft Assemblies May, 
Testing 
Mechanism of Paint Blistering in Sea Water Is Electrochemical Jan., 
Examining The Adhesion of Paint to Steel Apr., 
Measurement of Flexibility of Lacquer Films May, 
Surface Tension Control in the Plating Room—Joseph B. Kushner Sept., 
Tin-Zinc Alloy Electroplate Protects Steel in Contact with Aluminum Sept., 
Performance of Pretreatment Primers as Revealed by Accelerated 
Weathering Tests Nov., 
Thickness Measurement 
Methods for Measurement of Organic Finish Thickness Compared June, 
Tinning 
High Operating Efficiency in Job Lot Finishing of Small Parts 
—Frank L. Bonem Aug., 
Zinc Plating 
Plating to Meet Today's Conditions—-Myron B. Diggin Mar., 
High Operating Efficiency in Job Lot Finishing of Small Parts 
—Frank L. Bonem Aug., 


ed o@ WE'D LIKE TO GET 
¢ A COPY OF THE BIG 
NEW M & E SPRAY 
FINISHING EQUIPMENT GUIDEBOOK MANUFACTURING COMPANY 


SPRAY BOOTHS - Systems 


INDIANAPOLIS 5, INDIANA 


Name_ 


i — 
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We Finishing Touch By J. A. Patterson 
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VARNISH 
OFFICE 















































“No, | don’t think it’s a swell idea --- Now get 
him th’ Blazes out of here!’’ 
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Opportunity Section 








WANTED 


Nickel Plating plant suitable for tubular 
furniture. Write full details Box No. 123, 
c/o PRODUCTS FINISHING, 431 Main St., 
Cincinnati 2, Ohio. 








Salesman to represent manufacturer nationally 
known industrial finishes which includes a full 
line of lacquers and enamels. Headquarters to 
be Rochester or Syracuse, New York. Box No 
124, c/o PRODUCTS FINISHING, 43) 


Street, Cincinnati 2, Ohio. 


Main 





REAL SALES OPPORTUNITY 


Here's a real opportunity for an aggressive 
man to earn more money Well established 
chemical manufacturer has opening for out 
standing sales representative in the east and 
midwest. Complete line of alkaline and sol 
vent emulsion type metal cleaners. Knowledge 
of metal finishing, plating, etc., essential. Pre 
fer man with selling experience. Car furnished. 
State age, previous experience, other qualifica- 
tions. All replies will be held strictly con 
Write Cowles 


Chemical Company, 


7016 


fidential 
Metal Cleaner Dept., 
Cleveland 3, Ohio. 


Euclid Avenue, 








SOUTH FLORIDA TEST SERVICE 


Testing—Inspection——Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 


Excellent position vacancy — laboratory — 
chemist or formulator experienced in syn- 
thetic enamels and clears for industrial 
coatings end use—midwest location—send 
full particulars including salary require 
ments to John Holle, Finishes Division, 
Interchemical Corporation, 1754 Dana Ave- 
nue, Cincinnati 7, Ohio 

















Catalog No. 60. Hammond Machinery 
Builders, Inc., 1600 Douglas Avenue, Kal- 
amazoo, Mich., has available a 24-page 
colored brochure on the company’s line 
of polishing, buffing, grinding and debur 
ring equipment. 

Profusely illustrated with models of 
the various machines, the catalog de- 
scribes each piece of equipment and lists 
its standard specifications. Abrasive belt 
and contour finishing machines are in- 
cluded. 


Harshaw Chemicals for Industry and 
Laboratory. The Harshaw Chemical Co., 
1945 East 97th Street, Cleveland 6, Ohio, 
now has available a 16-page, colored book- 
let designed to give the reader an over- 
all picture of the company’s line of prod- 
ucts. 


December, 1952 


Starting with the Cleveland general of- 
fices and research laboratories, the bro- 
chure depicts and explains other plants 
of the company and their warehouses. 
Complete listings of chemicals and anodes 
for plating needs, fluorides, Harshaw 
driers and metal pigments and 
ceramic colors, and chemicals are listed 
and tabulated 


soaps, 


Gardner Bubble Viscometers and Tube 
Holders. A four page folder which de- 
scribes bubble viscometers in various 
series for extremely light bodied lacquer, 
for varnish, for heavy bodied oils, for rub- 
ber, and for lithographic varnish, is avail- 
able from Henry A. Gardner Laboratory 
Inc., 4723 Elm St., Bethesda, Md. Each 
viscometer is illustrated. Also described 
and illustrated are Gardner Tube Holders 
in various capacities 
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HOVERTISEMERTS 


Abbott Ball Co. 

Acme Mfg. Co. 

Allied Research Products, Inc 

Almco Diy., Queen Stove Works, 
Inc. 

Alsop Engr. Corp. 

Alvey-Ferguson Co. 

American Chemical Paint Co. 

American Lucoflex, Inc. 

Atlantic Abrasive Co. 


Bacon Felt Co. 

Baker & Co., Inc. 115 
Better Finishes & Coatings, Inc. 85 
Blakeslee & Co., G. S. 6 
Bond Chemical Products Co. 88 
Buffalo Forge Co. 16 


Cambridge Wire Cloth Co. 119 
Carborundum Co. 18, 19 
Cincinnati Cleaning & Finishing 

Mchry. Co. 11 
Columbia Electric Mfg. Co. 
Cowles Chemical Co. 


Despatch Oven Co. 

Detrex Corp. Fourth Cover 

Detro Mfg. & Sales Co., Inc. 80 

Doepke Mfg. Co., Chas. Wm 68 

DuPont de Nemours & Co., E. I., 
Electrochemicals Dept. 


Egyptian Lacquer Mfg. Co. 
Electro-Therm, Inc. 


Formax Mfg. Co. 21 
Fostoria Pressed Steel Corp. 12, 13 
Gardner Laboratory, Inc., Henry A 110 
Gasway Corp. 109 


Hanson-Van Winkle-Munning Co. 3, 61 
Harshaw Chemical Co. 81 
Haskins Co., R. G. 


Hercules Powder Co. 71 


Industrial Filter & Pump Mtg. Co 34 
Interchemical Corp., 

Finishes Diy. Third Cover 
International Nickel Co., Inc. 20 


Kalamazoo Tank & Silo Co. 
Keystone Emery Mills 

Kirk & Blum Mfg. Co. 
Kold-Hold Mfg. Co. 
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Lanly Co. 107 
Lasalco, Inc. 7 
Lea Mfg. Co Second Cover 


Lowe Bros, Co. 62, 63 


M & E Mfg. Co. 123 
MacDermid. Inc. 14 
Mahon Co., R. C. 41, 42 
Metalwash Mchry. Co. 97 
Minnesota Mining & Mfg. Co. 39, 113 
Morse Mfg. Co. 118 


National Air Sander, Inc. 
Newcomb-Detroit Co., Inc. 
Norton Co. 


Oakite Products, Inc. 
Olsen Co., Siuart C. 
Osborn Mfg. Co. 


Panoco 

Park Chemical Co. 

Parker Rust Proof Co. 

Phillips Mfg. Co. 

Pioneer Rubber Co. 

Pittsburgh Plate Glass Co., 
Brush Diy. 


Randall Mfg. Co., Inc 
Randolph Products Co. 
Ransohoff, Inc., N. 
Rockford Varnish Co. 


Schmieg Industries 
Sherwin-Williams Co. 

Siefen Co., J. J. 

Speedway Mfg. Co. 

Stevens, Inc., Frederic B. 

Strand Diy., N. A., of Balmar Corp. 
Striplastic Co. 

Sulphur Products Co. 


Titetlex, Inc. 


Udylite Corp. 
U. S$. Rubber Co. 


Varnish Products Co. 


Wagner Bros., Inc. 
Wiegand Co., Edwin L. 


Young & Bertke Co. 
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TO GIVE YOUR PRODUCT A GOOD START, 
GIVE IT AN INTERCHEMICAL FINISH! 


Undercoats ...Varnishes... Lacquers... 
Enamels for Metal... Plastic...Wood 


AULT & WIBORG, MURPHY, ROXALIN, AND IC ARE TRADEMARKS OF INTERCHEMICAL CORPORATION 





PERM-A-CLOR 


— only a producer of dependable, 
high-quality trichlorethylene solvent 
could gain and maintain such a posi- 
tion in industry. And Perm-A-Clor is 
the premium grade solvent—now at 
regular prices through 
Detrex facilities and improved proc- 
Its standing has 


expanded 


essing techniques. 
been proven on industry's toughest 
degreasing jobs for over twenty years. 


— it indicates the capacity of Detrex 
as a basic producer of trichlorethylene 
solvent. Such capacity assures users an 
adequate supply at all times, of uni- 
form product quality plus the cost 
advantages of volume solvent pro- 
duction. 


— such volume makes it possible for 
Detrex to maintain strategically lo- 
cated supply points from which im- 
mediate deliveries can be made upon 
orders direct to these points. With a 
producing plant in Ashtabula, Ohio, 
ond another in Tacoma, Washington, 
all industrial regions can be served 


with maximum transportation economy. 
— only a prime producer can provide 
complete quality contro! ... from basic 
manufacture of the solvent through 
actual application in the user‘s piant. 


Your Detrex field service 
show you many other important ad- 
vantages that Detrex provides tri- 
chlorethylene solvent users. He is a 


man can 


qualified technician who can point up 
daily 
specific 
fo your 
operations, drop a note or card to 
Detrex Corporation, Dept. S-3, 
Box 501, Detroit 32, Michigan. 


e4 
2-3 


important economies in your 
degreasing operations. For 


information on the benefits 


CORPORATION 


DEGREASERS * DEGREASING SOLVENTS . WASHERS 
ALKALI & EMULSION CLEANERS @ DRYCLEANING EQUIPMENT 
PHOSPHATE COATING PROCESSES 





